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Rejects and Refinishings 


Cut Almost 


L. C. SMITH & CORONA TYPEWRITERS, INC. 


DISCOVERS AN ATTRACTIVE FINISH 
THAT'S REALLY MAR-PROOF 


PROBLEM: Scratches and abrasion marks 
occurring on the assembly line and in 
shipping, caused too many costly rejec- 
tions—time-consuming refinishing. 
SOLUTION: After tests, L. C. Smith Sales 
and Engineering Departments approved 
Standard Varnish Work’s gray metallic 
#7302 finish, saying it was the best 
metallic finish for maximum mar-resis- 
tance, plus real eye-appeal. 

TYPICAL APPLICATIONS: All types of busi- 
ness machines, office furniture and 


i 


electrical, heating and laboratory equip- 
ment. Sprays on readily. Bakes thor- 
oughly at 250° F. in 75 minutes. 


Thousands of formulae on hand in our 
files to solve your finishing problems. 
Extensive laboratory facilities and large 
technical staff ready to develop and test 
finishes on your products. Write today 
for free Technical Data Sheet on our 
Gray Metallic #7302 Finish. Or, send 
your products to us for finish specifica- 
tion and testing. 
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12 DOWN* is the answer 


*OAKITE provides the right solution for every 


metal-cleaning process: 


Cleaning in tanks Pickling 
Cleaning in machines Burnishing 
Electrocleaning Barrel cleaning 
Pre-paint treatment Paint stripping 


Steam-gun cleaning Rust prevention 


There is no charge for Oakite advisory ser- 


vice on metal-cleaning. Phone the Oakite 





Technical Service Representative in your 
vicinity or write to Oakite Products, Inc., 
20 Thames St., New York 6, N. Y. 


1) OAKITE 


REG. U. S. PAT. OFF. 


INDUSTRIAL CLEANING MATERIALS - METHODS - SERVICE 


ANWIVERSARY YEAR ”) Technical Service Representatives in Principal Cities of U.S. &# Canads 
i) 
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All In One Operation ... 
you can remove heat scale, burrs, 
tool marks and dirt from metal 
parts—and can improve their fin- 
ish and prepare them for subse- 
quent plating—by taking advantage 
of precision tumbling and ALUN- 
DUM Tumbling Abrasive. You can 
also eliminate the danger of pit- 
ting with acid dip methods—elimi- 
nate slow, expensive polishing 
operations and can obtain cleaner, 
better-surfaced parts quickly and 
far more economically. For full 
details, contact your Norton abra- 
sive engineer or distributor. 


NORTON COMPANY 
Worcester 6, Mass. 


Distributors In All Principal Cities ==) 
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When a customer asks that question, he’s really talking my 
language. There's no H-VW-M process I'd rather discuss than 
Cobalt-Nickel, especially the 9-H bath. 

“Take plating costs, for instance. 9-H Cobalt-Nickel saves 
you money because no expensive brighteners, wetting 

agents, or anti-pitting agents are required. Besides, costly purification 
shutdowns can be eliminated because the Cobalt-Nickel processes are 
the 7 commercial plating baths which can be continuously 
purified without removing or destroying the active brightening agents. 
“And look at your operating range. The composition, 

pH and operating conditions can be altered to give mod- 

erately hard or relatively soft deposits; full brightness 

or easily-buffed semi-bright deposits. The current den- 

sity range is limited only by your equipment. And also 
important . . . Cobalt-Nickel baths can be 100% analyzed 

and scientifically controlled. 

“You say, ‘How about results?” Well, for one thing 9-H 

never Dg mpc striafied deposits as other nickels do. 

Instead, the result is always a fine-grained structure con- 

taining no organic inclusion . . . better corrosion resis- 

tance . . . better even than ordinary buffed nickel. And 

for even greater fineness of color, additional corrosion 
resistance and a harder finish, use H-VW-M #5 or 
H-VW-M Type AA Processes. 

“And remember . . . H-VW-M works with you all the 

way ... shows you how to set up for real low-cost oper- 

ation with 9-H or any of the other H-VW-M Cobalt- 

Nickel Plating Processes.” 

Ask your H-VW-M representative, or write to “Head- 
quarters,” for Bulletin G-102, or Cobalt-Nickel Plating 
Processes. 


“What's so good about 


H-VW-M 
cobalt nickel 
plating processes?” 


Richard E. Waite 
Field Representative H-VW-M Rochester Office 


*Hanson-Van Winkle-Munning 
has supplied the plating industry 
for over 70 yeors. Our sales-engi- 
neers ore thoroughly familier 
with every step in the process of 

1 plating and polishing. ft 
is this overall knowledge that has 
made H-YW-M “Headquarters” 
for electroplating and polishing 
equipment, supplies and techri- 
cal assistance. 





HANSON-VAN WINKLE-MUNNING COMPANT 
MATAWAN, NEW JERSEY 


Manuf: sofa plete line of el plating and polishing equip and supplies 
Plants: Matawan, New Jersey * Anderson, Indiana 
Sales Offices: Anderson * Chicago * Cleveland * Dayton ¢ Detroit 
Grand Rapids * Matawan * Milwaukee * New Haven * New York * Philadelphia 
Pittsburgh * Rochester * Springfield (Mass.) * Stratford (Conn.) * Utica 
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No “Sackass” in a pat pail ! 
EGYPTIAN’S 1 Coat Hammered Finish 


Doesnt have that objection- 


able “shot. at” look. 
Doesn’t have “pits.” 


Doesn’t require an expert to 
apply and that includes 
pattern control. 


Can be wet patched without 
looking that way. 


Goes over those peaks and 
valleys in your product with- 
out changing into something 
you never expected to see. 


Has a “Sunday Best”’ spruce 
appearance. 
e 


Available in an air-dry or 
baking synthetic — and in 
a nice array of colors. 


oe { ) 
The Egyptian Le Show anufacturing Company TpYPTIA 
A sdb 


South Kearny, N. J. : Lafayette, Ind. 


—_ 
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ee lor of rhod- 


ium has made it so popular that it now has the 


widest application, in the plating field, of any 


platinum group metal. The deposit is hard and 


the solution has excellent throwing power. 


If you would like to have detailed information 
about rhodium plating, we shall be glad to send 


it to you. 
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How to get . 
better... 
lower-cost 


i 
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@ Look for these 7 features in Polishing grains by CARBORUNDUM to pro- 
vide better, faster, lower-cost finishing: 


1. UNIFORMITY of grain size from ship- 
ment to shipment. 

2. SOLID GRAINS—no weak particles, no 
flats or slivers. 

3. Grains with BUILT-IN SURFACE TENACITY that 
results in strong affinity for adhesives. 
4, PERMANENT HIGH CAPILLARITY, so that adhe- 
sives quickly wet the grains — resulting 
in shorter set-up time. 


5. GRAINS THAT ARE IRREGULAR IN SHAPE— with 
numerous sharp, angular surfaces for 
faster, cleaner cutting. 

G. GRAINS THAT ARE NON-SLIPPING—that pack 
beneath the wheel and press firmly 
into adhesive, giving an open non- 
shedding coat. 

7. STANDARD GRIT SIZES—a full range from 
which to select. 





OU find all these time-saving, money- 
saving, quality-improving features in 
both ALOXITE TP aluminum oxide and 
CARBORUNDUM ‘Silicon Carbide grain 
and powders. cs 


These abrasives have ideal characteristics for 
faster set-up and generation of desired sur- 
faces. Grades are produced for cutting down, 
for coloring, and for combined cutting down 
and coloring. Moreover, all types of polish- 
ing grain are specially treated to remove 
traces of free iron and other impurities that 
lead to discoloration. 


» Your jobber will gladly provide complete 


data on these polishing materials. If you 


' prefer, write to The Carborundum Company, 


Niagara Falls, New York. 


YY CARBORUNDUM 


TRADE MARK 


"Carborundum” and “'Aloxite” are registered trademarks which indicate 
manufacture by The Carborundum Company 
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In providing a dust control system at the Nameplate & Mono 
gram Company, Spencerville, Ohio, KIRK & BLUM Engineers 
designed a 3-system arrangement to accommodate special condi- 
tions within this particular plant. The results obtained in actual 
operation suggest that similar systems would be advantageous in 
many plants. 


: Dust control for 36 buffing and polishing machines was divided 
This ins’ allat toning de between the three systems. One of the systems serves the machines 
puffing a° “<. this used on the night shift alone . . . thus avoiding the excessive cost 

‘ of operating the complete system. In addition, multiple collectors 
provide higher collecting efficiency .. . the relocation of one line 
would not curtail the operation of the other two. 





) desi , . 
ro devine equipment re- IF YOU are contemplating a new, enlarged 
ndiv 9 


inst al 


me ang or improved dust control system, write for 
ait free booklet, "Dust Collecting Systems in 
Metal Industries.” 


FOR CLEAN AIR... THE | | TOOL KIRK “ALUM 


DUST CONTROL SYSTEMS 


THE KIRK & BLUM MFG. COMPANY, 2816 SPRING GROVE AVE., CINCINNATI 25, OHIO 
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Bulletin 48- 


Bulletin 48- 


NEILSON CHEMICAL COMPANY 


2682 Tecumseh Rd. 3411 Union Pacific Ave. 
Windsor, Ont. 6561 BENSON ST., DETROIT 7, MICH. foe presen wh 23, Calif. 
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every type of soil, every *YP® of operation. 


nical service—available upon request: 
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containing complete 


technical information. 
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Identify 2uatily Plating 


An organization merchandising great quantities of plated products, or 
products on which plated parts are used, has established, through its testing 
laboratory, a system of grade labeling so that the customer may select plated 
products with confidence and with the knowledge that the finish will retain 
its beauty for the normal life of the product. If a system of labeling could be 
worked out for application to plated products generally, the plating industry 
would benefit from a wider consumer acceptance of plating as a quality finish. 

Currently, although highly satisfactory, systematic recommendations have 
been made and specifications established, there is no widely adopted system 
of identifying the plated product which conforms to the specifications and 
possesses correspondingly superior properties of resistance to surface dis- 
coloration, wear, or corrosion. 

One example of product labeling as a means of identifying quality finishes 
may be cited in the case of the Porcelain Enamel Institute whose member 
companies affix the distinctive seal of the Institute to their porcelain enamel 
products to show that the finish has been applied according to certain 
standards and will withstand certain tests, such as acid resistance, abrasion 
resistance, and so on. Similarly, the Steel Kitchen Cabinet Institute supplies 
membeys with the Institute seal to attach to cabinets finished in synthetic 
enamel to indicate that products so identified will withstand the rigid tests 
conducted by the Institute (see “Proving Ground for Quality” in July 1949 
issue of PRODUCTS FINISHING). 

In the plating field the ASTM has established standards of thickness for 
various metals plated for various purposes, and trade associations in the field 
generally encourage their members to abide by these standards. However, there 
are no means generally used to identify the plate of high quality. In some cases 
it may be difficult to accomplish this purpose since the plated parts form only 
a portion of the completely assembled product. Nevertheless, it is submitted 
that this is a subject for serious study and consideration to the end that a 
plated product of superior quality may be recognized as such by the consumer, 
with the result that the confidence of the consumer in electroplated finishes 
may be more firmly established. 
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Pop Corn Vendor 


has a variety of 


Exterior Finishes 


Pop corn vendor bodies are manufactured by form- 

ing and resistance welding, and finished by spray 

painting and infra-red baking. Stainless steel rein- 

forcing rings and coin insert plates are electro- 
polished to mirror brightness. 


By EZRA A. BLOUNT 


In the plant of the 
Texas Engineering and 
Manufacturing Com- 
pany, Inc., 3000 employ- 
ees are engaged in a variety of occupa- 
tions. Temco’s activities include over- 
haul and reconditioning of airplanes 
for the United States Air Force, for- 
eign governments, and commercial in- 
terests; conversion of transport planes 
for domestic and foreign airlines; sub- 
contract work for other aircraft manu- 
facturers; manufacture of the Swift 
125 all-metal airplane; and manufac- 
ture of a wide variety of commercial 
sheet metal products. One such item, 
the pop corn vendor, illustrated in Fig. 
1, is representative of this group of 
manufactured products. 

Temco was organized late in 1945 
as a partnership by two North Ameri- 
can Aviation executives, Robert Mc- 
Culloch and H. L. Howard, after the 


j 
“| 
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end of the World War II closed NAA’s 
Dallas, Texas operation. It was con- 
verted to a stock corporation early in 
1946 with McCulloch becoming presi- 
dent and general manager, and Howard 
executive vice president and treasurer. 

Temco occupies all of Plant A of the 
original North American Aviation war- 
built facility at Grand Prairie on the 
western limits of Dallas under a lease 
agreement with the U. S. Navy. The 
building has 1,229,500 square feet of 
floor space. Smaller buildings also are 
on the site and there are an additional 
500,000 square feet of paved working 
space adjoining the main building 
under lease to Temco. Buildings are 
air-conditioned and windowless and 
are among the most modern industrial 
facilities in the United States. The 
article heading presents an exterior 
view of the entrance side of the 
Temco plant. 
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Cleaning and Finishing Operations 

Sheet metal products, such as the 
pop corn vendor, are produced in the 
General Products Department of 
Temco under the direction of J. V. Mc- 
Intosh and R. L. Harris. The usual 
sheet metal blanking, forming, and 


resistance welding operations are 
closely coordinated to produce vendor 
cabinets and accessories rapidly and 
efficiently. Lines of welders are located 
near the cleaning tanks and conveyors 
so that cabinets may progress through 
the assembly welding unit and com- 


Fig. l1—A group of completed pop corn vendors assembled as a display to illustrate one of Temco’s 
many and varied manufacturing operations 
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plete the last operation at a point adja- 
cent to the cleaning tanks. Handling 
of the product in all stages of the op- 
eration is done mechanically. 

Vendor bodies are placed in carriers 
or specially designed racks for clean- 
ing and phosphate coating. Figure 2 
shows a rack of cases being lowered 
into the alkali cleaner tank. Parts re- 
main in the cleaner for 8 to 10 minutes 
and are freed from oil, grease, and dirt 
in a solution of Kelite 41 operated ata 
temperature of 180-200 deg. F. The 


Fig. 3—-A view of the 
water - wash spray 
booth in which prim- 
er is applied to ven- 
dor cabinets as they 
are carried through 
the operation on an 
overhead monorail 
conveyor. As can be 
seen in this illustra- 
tion, the carrying fix- 
ture is so constructed 
that the body may be 
rotated through four 
spraying positions so 
that all sides may be 
sprayed properly. 
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Fig.2—Vendor bodies 
are cleaned in a tank 
of boiling alkaline 
cleaner, after which 
they are phospha- 
tized for corrosion re- 
sistance and to pro- 
mote paint adhesion. 


cleaning operation is followed by a 
rinse in warm water, which is in turn 
followed by a brief immersion in Oak- 
ite 935 phosphate coating solution op- 
erated at 180 deg. Fahrenheit. 
Cabinets are removed from the phos- 
phate treating solution and placed in 
a special jig or carrier attached to an 
overhead monorail conveyor. On this 
carrier the bodies and other accessory 
parts are transported completely 
through the paint spraying and baking 
operations and returned to the loading 
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Fig. 5— A view of a 

water - wash spray 

booth at the opposite 

end of which may be 

seen the entrance to 

the infra-red baking 
oven 


point, which is also an unloading point 
for parts which are ready for final 
assembly. 

The paint department is separated 
from the rest of the shop by a concrete 
block wall as an aid to shop cleanliness 
and to reduce fire hazards. In the paint 
shop the vendor bodies proceed through 
a 15-foot water-wash spray booth, as 


may be seen in Fig. 3, in which the 
prime coat is applied. A 10-foot high 
water curtain in the rear of the spray 
booth carries away overspray paint 





and assists in clarifying the air in the 
paint shop. The Titanine yellow primer 
is applied from a 30-gallon pressure 
tank. 

The conveyor then carries the parts 
through an 80-foot setting-up area, 
after which the parts enter a second 
water-wash spray booth in which a 
fog or mist coat and a finish coat of 
Jones Blair color enamel are applied. 
Figure 4 is a view of the paint shop 
showing the setting-up area and at the 
left, the second water-wash spray 


Fig. 4—A general view of the paint shop, showing the compact, efficient arrangement of spray 
booths and other equipment 
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Fig. 6—A close-up view of a typical infra-red 
lamp assembly which 1s used to bake the finish 
on the pop corn vendors 


booth. Figure 5 is a close-up view of 
the finish coat spray booth in which the 
bodies are prepared for the baking op- 
eration. 


f LS Ss 


Fig. 7—Pop corn ven- 
dor bodies and dome 
covers, each finished 
in the proper com- 
bination of colors, 
proceed from the 
paint shop to the final 
assembly line. 
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Baking is accomplished in an infra- 
red oven constructed from portable in- 
fra-red units assembled in a manner 
similar to that shown in Fig. 6 and en- 
closed in a sheet aluminum tunnel 
which is vented so that heat and fume 
control can be effected. The infra-red 
tunnel is 25 feet long and contains 300 
250-watt infra-red lamps. 

As the parts emerge from the oven, 
attractive decals are applied, masking 
tape and paper shield the body, and 
the bases are sprayed with air-dry 
black enamel. Figure 7 shows the com- 
pleted pop corn vendor bodies being 
carried overhead en route to the assem- 
bly track where assembly operations 
are completed. 

Electropolishing 

Dome reinforcement rings, coin reg- 
ister arms, and coin insert plates are 
fabricated from stainless steel. After 
drawing compounds are removed in a 
vapor degreaser, these parts are elec- 
tropolished in a solution composed of 
three parts phosphoric acid and one 
part sulfuric acid operated at a tem- 
perature of 150-170 deg. F. A lead- 
lined tank 4 x 8 x 3 feet deep is used 
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Metal Parts and Products 


WRITE FOR 
YOUR FREE 
COPY NOW ! 


HERE, in this 28 page file size booklet 
are presented all of the factors to be con- 
sidered in making the proper choice of 
equipment for thoroughly cleaning practi- 
cally every type of metal partsand products. 


section of the book is devoted to Com- 
pletely Co-ordinated Conveyorized Systems 
engineered to solve paar problems in 
leading industries. Flow charts show clear- 
ly how A-F Cleaning and Conveying 
Equipment can be integrated into a line 
production system. Write for your FREE 
copy—today! 


THE ALVEY-FERGUSON COMPANY 


633 Disney Street 


Established 1901 


Cincinnati 9, Ohio 


Offices or Representatives in Principal Cities—Coast to Coast 





CONVEYING EQUIPMENT 





"> Alvey-Ferguson 





WASHING MACHINES FOR INDUSTRY 
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Fig. 8—Dome reinforcement rings, having been 
degreased, are racked for electropolishing. 


for this operation. Lead-antimony alloy 
cathodes serve to complete the electri- 
cal circuit. For this electropolishing 
operation solid copper racks, upon 
which reinforcement rings are placed 
for treatment (see Fig. 8), are used. 
The racks require no insulation. The 
electropolishing solution does not erode 
the racks seriously, nor does the solu- 
tion become contaminated with copper 
compounds. A treatment time varying 
from 12 to 30 minutes is used to elec- 
tropolish the parts. The reason for the 
variation is that the solution works 
much faster when it is new and re- 
quires a longer treatment time after 
it has been in use for a period of time. 
It is simpler in this case to permit the 
solution to operate until it has to be dis- 
carded rather than to attempt to main- 
tain standard conditions of concentra- 
tion at all times. The voltage used for 
electropolishing is 5 volts and the cur- 
rent density varies from 10 to 15 amp- 


ef 


Fig. 9—A view of the electropolishing tank, showing a rack of electropolished reinforcement 
rings being removed from the tank for rinsing and unracking 


18 PRODUCTS FINISHING 


November, 1949 





Let Randolph Supply the 
Exact Finish... 


There is no finishing problem too dif- 
ficult for our staff of expert techni- 
cians. Their advice is yours for the 
asking —cost-free. Try our consulta- 
tion service—it’s the easiest way out 
of that dilemma. 


andolph 


PRODUCTS COMPANY 


Carlstadt, New Jersey 


DOPES @ LACQUERS 
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Se fiays... . 


to keep your door open 


to a RANDOLPH salesman... 


because he’s selling the finish that’s 

RIGHT for your product in color, pro- 

tection, durability. 

We quote from the letter of an on-the-ball 

purchasing agent to one of our salesmen: 

“‘We needed a lacquer with these 4 guar- 

anteed qualities: 

1-lasting adhesion to difficult and ordinary 
metals 

2-blush-proof 

3-resistance to spotting-out conditions 

4-perspiration resistance 

We tried your clear metal lacquer #1185 

and thinner #100A. The results?An increase 

in orders indicates that the saleability of 

our products was definitely improved by 

the use of this finish.” 


@ ENAMELS THINNERS 





eres per square foot. The lead-lined 
electropolishing tank, a view of which 
may be seen in Fig. 9, is encased with 
a water jacket in which coils are 
placed to control the temperature. 

Leaving the electropolishing tank, 
Stainless steel parts are given a cold 
water rinse followed by a hot water 
rinse, after which the parts are un- 
racked and transported to the final as- 
sembly line. As the electropolishing 
solution decreases in activity, it is 
sometimes necessary to use a 1% per 
cent nitric acid dip as an intermediate 
treatment between the cold and hot 
water rinses. 

Some of the interior parts, such as 
operating cams, are cadmium plated 
for corrosion resistance in that portion 
of the Temco plating room devoted to 
general purpose plating, a view of 
which is shown in Fig. 10. After the 
cadmium plating operation, which is 
conducted in the normal manner, parts 


are given a cold water rinse followed 
by a bright dip in a solution of 20 oz./ 
gal. of chromic acid. A cold water 
rinse and hot water rinse follow to 
complete the treatment. Light condulet 
tubes and miscellaneous steel parts 
used for trim are chromium plated in 
the usual fashion in a 33 o0z./gal. 
chromium plating solution with a 100- 
to-1 sulfate ratio. 
Assembly 

All parts required for the assembly 
of the pop corn vendor, having received 
the proper surface treatment, are 
transported to the 30-foot endless-belt- 
type slat assembly conveyor for final 
assembly, inspection, and packaging. 
Since the major part of the assembly 
is the body or cabinet, the assembly 
track is located at the loading and un- 
loading station of the overhead conve- 
yor which transports the bodies 
through painting and baking opera- 
tions. In Fig. 11, a view of the assembly 


Fig. 18—A view of the section of the plating room devoted to general purpose plating. Further 
illustrating the diversity of operations throughout the entire plant, in this view may be seen an 
aircraft landing gear being lowered into a tank for cadmium plating. 
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Ja METAL PARTS CLEANING 
lottleneck in your plank ? 


DEGREASERS 


A complete line of OPTIMUS Equipment is 
available in standard and special sizes to 
meet every metal parts cleaning problem and 
allied processing applications. 
OPTIMUS VAPOR DEGREASERS are available 
in all various types and stages, straight vapor, 
vapor-spray, liquid-vapor and combinations of 
these. All sizes from simple batch type de- 
greasers to custom built monorail or cross 
rod conveyor models. 
OPTIMUS METAL PARTS WASHERS — single or 
multiple stage — screw or conveyor, mesh belt 
or monorail types. Can be cpplied to a wide 
range of operations as well as the handling 
of rust preventatives and other coatings. 
OPTIMUS DRYERS embody a specially de- 
signed system of directional air jets which 
assure spotless drying after plating or polish- 
ing and before subsequent painting, plating 
or lacquering. 
Submit your metab parts cleaning problem to 
our engineering staff. 
Distributors of 
“Midsolv”’ 
A Perchlorethylene Degreaser Solvent 
“Triclene BD’ 
A Trichlorethylene Degreaser Solvent 


Send for 
Complete Ccitalog 
and additional 
information. 


OPTIMUS EQUIPMENT COMPANY 
15 Water Street Matawan, N. J. 
Offices in principal cities 
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line, inspectors and packers apply 
finishing touches to the pop corn ven- 
dors and prepare them for shipment. 

Other sheet metal products varying 
from truck bodies to farm tractors are 
manufactured at Temco in similar 
finishing setups. Drink dispensers, 
chipped ice dispensers, and similar pro- 
ducts are processed through the same 
manufacturing and finishing cycle as 
that described for the pop corn ven- 
dors. It is interesting to note that in an 
organization whose major interest 
centers around aircraft, a department 
has been established for the manu- 
facture of sheet metal products of 
various kinds to furnish the necessary 
business diversification, and to serve 
as a cushion during periods when the 
aircraft industry may not require the 
employment of the company’s entire 
facilities. 


Flame Spraying of Polythene 


SUCCESSFUL method for the 
flame spraying of polythene on 
metal surfaces has been developed by 
the Engineering Research Laboratory 
of the Du Pont Company. It is consid- 
ered a practical system which should 
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Fig. 11—Completed pop corn ven- 

dors are inspected and packed 

carefully for shipment to various 
parts of the United States. 


find application in industry. 

Polythene is unusually in- 

ert and thus is highly resist- 

ant to corrosion. Because of 

this characteristic, the ma- 

terial is particularly attrac- 

tive as coatings for metal sur- 

faces, such as tanks and 

drums, where corrosion is a 

factor. However, polythene 

has been diffcult to apply by conven- 

tional methods because of its relative 
insolubility. 

The problem in working out a satis- 
factory method of application was to 
melt the polythene particles and hold 
them at as high a temperature as pos- 
sible without overheating them. Early 
work resulted in markedly degraded 
coatings and poor adhesion. 

The satisfactory method now devel- 
oped was accomplished by devising a 
spray gun in which the flame is ob- 
tained by mixing the fuel gas and the 
air needed for combustion beyond the 
torch nozzle, rather than by premixing 
them. Flames 8 to 12 inches long are 
used; and the gun is held so that the 
surface to be covered, pre-heated to 
400 to 500 deg. F., is about 2 inches 
from the tip of the flame. By this 
method, approximately 16 square feet 
per hour can be covered. 

Tests indicate that adhesion is good 
and that the temperatures used do not 
degrade the polythene. Exposure tests 
of 300 days’ duration with sulfuric, 
hydrochloric, and other acids have 
shown no deterioration in coating 
properties or base metal attack. 





Please mention PRODUCTS FINISHING when 
writing to advertisers. 
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Metal Finishing Supplies 


RAKES... SPINNERS .. . TUBE POLISHING MACHINES 


«Modern 
Wheel Rakes 


This Modern Wheel Rake Is 
Economical! It Saves Buffs 
You'll find this modern wheel rake safe, 
fast and economical. It will recondi- 
tion and shape polishing wheels and 
buffs with a minimum loss of material 
and without hazard. Write for complete 

details and prices. 

Tube Polishing Machines 
Improve Workmanship 
Rubber rolls tapered against each other 
drive tubing across face of polishing 
wheel or abrasive belt. Tube machine 


~The 


Manderscheid essa 


COMPANY 


810 FULTON STREET 
CHICAGO 7, ILLINOIS 
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Selective 


-€Tube 


p (i Polishing 


Machines 





<Work 
Holding 
Spinners 


produces a uniform finish, free from 
spiraling. It polishes tubes from *4” to 
5” in diameter. 

Work Holding Spinners For Uniform 


High Speed Polishing and Buffing 
Here’s a spinner for holding work and 
producing uniform high speed polishing 
and buffing. It has ‘totally enclosed 
grease packed ball bearing construction. 
Removable fixture flange has machined 
face and screw holes for attaching wood 
block or other fixtures. Write for com- 
plete literature and price quotation. 


Distributorships Available 


DLER CONTACT TUBE] POLISHING MACHINE 
D IOLERS + CC . 


BUFFING WHEEL: RA® POLISHING WHEEL BUSHINGS = 


> LATHE WRENCHES FLANGES, COLLARS & NUTS + SCREW POIN 


ROUGHS + BALANCE WEIGHT 
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What keeps 
a model kitchen 
“Model”? 


(And How The Answer Can Help You 
Make More Sales!) 


What keeps a model kitchen ‘‘model’’? How long will it 
stay that way? 

Those are the questions we’re asking 40 million people 
—readers of The Saturday Evening Post, Country Gentle- 
man, Better Homes & Gardens and Time Magazine. 


We give them the answer, too, in four words: top qual- 
ity, durable finishes. It’s these engineered finishes that 
keep a model kitchen and appliances looking clean— 
new —always just as wonderful as the day they were made. 


It’s the finish that more and more 
people are double-checking before 
they buy. They’ve learned that the 
better the finish the better the buy. 


And, turn it around—the better 


NATIONAL PAINT, VARNISH AND LACQUER 
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the finish, the better your chance of selling your product. 

For your product will stand better, competitively, if it 
has a modern durable finish that resists wear, abrasion, 
stain, and anything else that might come along to discolor 
or damage its beauty and durability. 

Consult an Industrial Finish Engineer. Let him design 
the proper finish for your product. Let him engineer a 
finish that meets the service requirements of your prod- 
uct. Remember, many of your customers start buying with 
the finish in mind. 





COPYRIGHT 1949, NATIONA PAINT, VARNISH AND LACQUER ASSOCIATION, INC. 


ASSOCIATION, INC., WASHINGTON, D. C. 
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How to Avoid 


Electroplating 


Equipment Failures Due to 
Stray Currents 


By E. C. REICHARD 


Research Metallurgist 
American Smelting and Refining Company, Barber, New Jersey 


ber of electroplating equipment 

failures has led to the formulation 

of several conclusions regarding 
installation and maintenance of such 
apparatus. To be considered in this dis- 
cussion of failures caused by stray 
currents are switches, tank founda- 
tions, heating coils, ventilators, bolted 
joints, insulator maintenance, and bi- 
polar action. 


[ NVESTIGATION of a large num- 


Switches 


Use double pole switches to discon- 
nect all tank bars from main bus bars 
when the tank is not in use. 

Many installations use only a single 
pole switch, disconnecting only the 
work bar from the negative bus. While 
this stops the plating operation, it 
does not protect the tank and other 
equipment from stray current action. 
The first line of defense against stray 
current action is the complete isolation 
of the plating tank from the main bus 
bars when it is not in use. This requires 
disconnecting both the anode and the 
cathode bars from the main bus bar 
system. This is readily done by install- 
ing double pole switches. 


Tank Foundations 


Use insulating units between tank 
hottoms and tank foundation. 
Any type of foundation that will 
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stand the weight of the tank is suitable 
provided an effective insulating unit 
is placed between the tank bottom and 
the tank foundation. What is an effec- 
tive insulating unit? A glass or glazed 
brick (note: never a porous brick) 
covered with a drip shield or umbrella 
to protect it from drippings (see Fig. 
1). However, be sure the drip shield 
does not short the insulator by touch- 
ing the foundation (see Fig. 2). The 
drip shield may be made of lead or any 
corrosion resisting material. 


Heating Coils 


Insulate both ends of steam coil. The 
importance of insulating the steam coil 
from ground is generally recognized. 
However, some instances have been en- 
countered where the outlet end of the 
coil was in contact with a metallic 
sump line. In other instances special 
insulating joints placed ahead of the 
coil have been ineffective because of 
improper installation of the joint. In 
order for insulation to be effective, 
both ends of the coil must be electri- 
cally insulated from external surround- 
ings. 

The use of a foot length of rubber 
hose at both ends of the coil is gener- 
ally satisfactory. Attention is invited 
to the fact that rubber tubing may be 
insulating or non-insulating. Be cer- 
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tain that the insulating type is used. 
Ventilators 


Insulate ventilators from the tank 
and from other surroundings. It is 
difficult to keep ventilators free of 
metallic contact with plating tanks. In 
order to prevent stray currents from 
passing through ventilator ducts it is 
recommended that insulating sections 
be inserted in the duct work leading 
from each plating tank. Insulating sec- 
tions can be made from any available 
insulating material in sheet form (e.g. 
rubber, polyethylene, polyvinyl chlor- 
ide, etc.). This insulating material is 
wrapped around a gap or free space 
in the duct work and held in place by 
steel bands. In this way stray currents 
are prevented from traveling through 
the duct work. This method of insula- 
ting ventilating ducts permits rapid 
dismantling for frequent cleaning of 
the insulating material. 

Bolted Joints 

Use properly insulated bolted joints 
when hanging coils in non-metallic 
lined tanks. 
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FOUNDAT 
Fig. 1—Effective insulating unit insulating tank 
from foundation 


(Illustration courtesy American Smelting and 
Refining Company) 
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Lead coils are often hung in steel 
tanks that have been lined with non- 
metallic materials. The coil hangers 
are generally fastened by bolts to the 
upper edge of the tank. In such cases 
the hanger bolts often provide a low 
resistance electrical path between the 
coil and ground. The use of insulating 
bushings around the bolt shaft, insulat- 
ing washers under the bolt heads and 
nuts, and between the coil hanger and 
tank edge will prevent such grounding 
(see Fig. 3). The bushings and washers 
can be made of rubber, laminated 
plastics or other available insulating 
materials. 


Insulator Maintenance 


Keep insulators clean and dry. The 
importance of proper insulator main- 
tenance cannot be overstressed. All the 
work of insulation can go for nought 
if condensing acid vapors are allowed 
to accumulate on an insulator. 

Insulators should be located where 
they will be dry and accessible for 
frequent cleaning. Clean all insulators 
periodically in order to maintain their 








GLAZED GROUNDED 
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Fig. 2—Ineffective insulating unit because of 
grounded drip shield 
(Illustration courtesy American Smelting and 
Refining Company) 
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effectiveness. A wet and dirty insulat- 
ing unit can be responsible for ground- 
ing of equipment. Drip shields are used 


LINING 


Fig. 3—Method of bolting coil hanger to edge 
of steel tank lined with non-metallic material 


(Iilustration covrtesy American Smelting and 
Refining Company) 


to help keep insulators dry. It is up to 
operators to keep insulators clean by 
regular maintenance. Steam cleaning 
of undertank insulators is probably the 
quickest, easiest and most effective 
method of cleaning these hard-to-reach 
insulators. 


Bi-Polar Action 


Beware of bi-polar or intermediate 
electrode action involving plating tank 
or accessories. 


- ~ 7 





ANODE WORK ANODE ANODE WORK ANODE i WORK ANODE 


Keep the same geometrical relation- 
ships within the tank as were specified 
when it was originally designed. Ex- 
amples of how, often inadvertently, the 
original geometrical arrangement can 
be altered follow: (1) substituting 
longer anodes; (2) changing the type 
and dimensions of the heating coil; (3) 
plating work larger than that for 
which the tank was originally design- 
ed; (4) dropping pieces of metal (work 
or anodes or other metal) into the tank. 

Normally the current is expected to 
travel directly from the anode to the 
work or cathode material. If the orig- 
inal design relationships are altered it 
is possible that a devious path, involv- 
ing equipment, will be provided for the 
current (see Figs. 4, 5, and 6). These 
paths, while not the shortest, may be 
of a resistance low enough to permit 
the passage of considerable quantities 
of current. Bi-polar action is the result. 
Areas where the current enters the 
metal from the electrolyte will be 
cathodic. Similarly, those areas where 
the current leaves the metal to enter 
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Fig. 4 (Left)—Stray piece of metal acting as a bi-polar elecirode. Fig. 5 (Center)—Metallic tank 

lining acting as bi-polar electrode because of anodes and work placed too deep in tank. Fig. 

(Right)—Coil acting as bi-polar electrode because of work extending too deep in tank. (Note: 
In each case normal current path should be from anode across to the work.) 


(Illustrations courtesy American S 
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BUFFING COMPOUNDS 


PLATING oe 


ing need. 


POLISHING POLISHING WHEELS 
BUFFING 


proper balance. in cloth, 
canvas, leather and felt. 


ABRASIVE GRAIN 











You profit three different ways by placing the ] 
entire responsibility for satisfactory plating, eet — 

polishing and buffing supplies with one single erkioh Emory . . . Wigh- 
source of supply, provided the source is STEVENS. pwciting ’ 








@ YOU SAVE TIME AND MONEY .. . the wide RUBBER GOODS 
variety of Stevens Supplies enables us to answer 
any requirement you may have. Concentrate 
your materials and supply buying with Stevens. 
Avoid the inconvenience and added expense of 
dealing with a number of sources. 


@ YOU GET HIGHEST QUALITY ... the uniform 
high quality of Stevens supplies insures more 
efficient and economical metal finishing opera- 
tions. 


@ YOU GET TECHNICAL ASSISTANCE ... the abil- 
ity of Stevens technical men to recommend and 
help you adapt better metal finishing methods, 
often points to greater operating efficiencies and 
increased profits. nes 


Many finishing plants and departments are tak- copper, lead, silver, tin, 
ing advantage of the three-way-profit that comes _—*P#¢is! compounds. tine. Special, regular shapes. 
from concentrating their buying with Stevens. 

Through experience they have found that DIPPING BASKETS 
Stevens supplies are always of the same uniform mr 
quality—that Stevens Service is always prompt, 

always courteous. 


It will pay you too, to look to Stevens for your 
metal finishing equipment requirements. If it’s 
anything for plating, polishing or buffing .. . 
Stevens has everything you need! 





cE Ie 
Ay > 
LEADING MANUFACTURERS OF POLISHING, BUFFING, PLATING EQUIPMENT AND SUPPLIES 


iii ile § stevens. INCORPORATED METAL FINISHING 


DETROIT 16, MICHIGAN EQUIPMENT AND 
SUPPLIES DIVISION 


FREDERIC B. STEVENS OF CANADA, LTD. WINDSOR, TORONTO, ONTARIO 
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the electrolyte will be anodic. Corrosion 
will result at one or another area de- 
pending upon the metal and the elec- 
trolyte involved. 
Summary 
For long equipment life, and free- 
dom from premature failures due to 
stray ci ~rent, it is recommended that 
the follc ing precautions be observed: 
‘ 1. Use double pole switches so that 
all tank bars are disconnected 
from all of the main bus bars 
when the tank is not in use. 

. Use adequate insulating units be- 
tween electroplating tanks and 
their foundations. 

. Insulate heating coils and ventila- 
tors from their surroundings. 

. Maintain all insulators clean and 
dry to insure their maximum 
effectiveness. 

. Prevent bi-polar action from de- 
veloping in your installation. 


Red Lead Technical Letter No. 4, pub- 
lished by the Lead Industries Association, 
420 Lexington Ave., New York 17, N. Y., 
includes several of the latest type corro- 
sion inhibitive paint formulations for the 
protection of iron and steel exposed to 
marine conditions. Complete detailed for- 
mulations of high performance synthetic 
vehicle paints for marine atmospheres, 
intermittent salt water immersion, and 
continuous salt water submersion are 
presented. 


Ramco Spotless Drier, which employs 
cold-hot air blasts to displace all water 
and moisture and dry parts without spots 
or stains, is discussed in a leaflet avail- 
able from the Randall Manufacturing 
Co., Inc., 81 Edgewater Rd., New York 
59, New York. 


Bulletin W-102. The Hanson-Van Win- 
kle-Munning Co., Matawan, N. J., has 
published Bulletin W-102 which describes 
its complete line of polishing wheels and 
accessory products. 





field tests show 


NEW SURESEAL 


(with GRIPTITE 
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TIMES THE WEAR 
SURES 


GLOVES 
FINISH) 


In tough, on-the-job tests, Sure- 
seal PK Gloves with Griptite 
Finish wore 18 times as long, 
handled 18 times as many parts, 
as good hot mill gloves with 
14-inch thick wrappings of fric- 
tion tape. And that kind of 
wear means LOW glove costs. 
Sureseal PK Coating is super- 
resistant to chemicals, won’t 
crack or peel. Surety’s exclu- 
sive Griptite Finish grips effec- 
tively, wet or dry, oily or not—- 
won’t scratch metal, lasts as 
long as the gloves. Band top or 
knit wrist types available, with 
or without ventilated back. 

Write for sample (on your busi- 
ness letterhead, please, specify- 
ing job involved). Dept. P. 


CARROLLTON, ONO 
RUBBER CO. 
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DuBOIS SERVICE 


O - 


BOOTH MAINTENANCE TIME 


for eastern manufacturer! 


DuBois engineered spray booth mainte- 
nance really paid off for this manufac- 
turer. Through his continuous inspection 
and service, the DuBois representative 
gained an intimate knowledge of this 
company’s booth operations. This know]- 
edge enabled him to make specific recom- 
mendations on dry area masking with 
DuBois Filmite that saved the company 
almost 1,200 hours of maintenance time 
during the month of September. 


OIS SERVICE 
IVES YOU... 


1. Complete survey of your 
booth operations and scien- 
tific recommendations. 


2. Installation under DuBois 
supervision of needed com- 
pounds. 


3. Continuing inspection and 


DuBois engineered booth maintenance is 
not just a chemical or group of chemicals! 
It consists of three essentials: thorough 
analysis of your operations by trained 
and experienced personnel; installation 
of prescribed specialized compounds; 
continuous inspection and service to keep 
your booths operating at peak efficiency 
and lowest possible cost. 

Whether or not you’re a user of DuBois 
products, it will pay you to discuss booth 
maintenance with a DuBois trained 
specialist. Write or phone. 


Cincinnati 3, Ohio 


© Send me a free sample of Filmite, your dry 
area masking compound. 

0) I'd like to discuss maintenance with your 
booth specialists. 

Name 
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stssembly - Wediug aud 
Piucshing Protectobodies 


Employing aluminum and steel construction, and 

incorporating certain principles of aircraft design, 

Hobbs produces an attractive, lightweight truck 

body for delivering Coca-Cola. The body is finished 

in high gloss enamel and trimmed with stainless 
clad steel. 


By ROBERT I. SHORE 


HE desire to deliver Coca-Cola 
to the vendor or user in a clean, 
dust-free condition, unfrozen 
in cold weather and cool in hot 
weather, can now be solved with the 
Hobbs Protectobody. Designed by Ray- 
mond Loewy Associates, and engi- 
neered jointly by representatives of the 
Standardization Committee and the 
Hobbs Manufacturing Company, the 
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Protectobody is a light, yet strong, 
attractive, efficient unit especially 
suited to accomplish this object. The 
Protectobody which is manufactured 
solely by Hobbs for national distribu- 
tion has been approved by the Stand- 


ardization Committee of Bottlers of 
Coca-Cola. 

Designed and engineered to fit every 
type of truck chassis in current use, 


Fig. 1—A view of the 
well-arranged assem- 
bly floor down which 
the stampings pro- 
gress through sub- 
assembly. In the fore- 
ground can be seen 
an aluminum section 
mounted in a special 
jig for riveting to the 
corresponding steel 
bulkhead. In the 
background resist- 
ance and arc welders 
are positioned 
through the depart- 
ment to secure maxi- 
mum operating effi- 
ciency. 
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the bodies, as illustrated in the accom- 
panying photographs, are manufactur- 
ed in the open and closed rack types, 
and the pallet type, and available in 
capacities varying from 184 to 338 
cases, to fit the varying requirements 
of bottlers of Coca-Cola. Celotex insu- 
lation in the body roof, glass wool in- 
sulation in the aircraft-type, spring- 
counterbalanced, vertically-operated 
doors, and sound deadener used in crit- 
ical areas are additional unusual and 
interesting features of the body. 
Steel and aluminum stampings and 
formed sections to be assembled into 
Protectobodies are delivered to the 
Hobbs’ San Antonio plant, which is 
designated as the Protectobody Divi- 
sion, from the Hobbs’ Fort Worth plant 
or from contractors. The aluminum 
sections, which form the front and rear 
portions of the body, are phosphatized 
and protected with one coat of Kem 
Sanding Primer Yellow, reduced 50 per 
cent with Kem Reducer, prior to de- 
livery. Steel formed sections are 


sprayed with oil upon receipt, and 
stored until scheduled for assembly. 
They are then cleaned with naphtha 
and proceed to the assembly and fin- 
ishing operations. 

Aluminum body ends are joined to 
steel bulkheads by riveting. This is ac- 
complished in special jigs, as illustrat- 
ed in Fig. 1. Steel sub-assemblies are 
manufactured by resistance welding, 
as pictured in Fig. 2, or by arc or torch 
welding. 

Sub-assemblies, which have pro- 
gressed to the point that they can be 
built into the body itself, are hung on 
an overhead roller conveyor and trans- 
ported for priming into a room-type 
spray booth, fitted with tight doors at 
each end, and equipped with a floor- 
level air inlet and overhead exhaust 
system to carry away overspray paint. 
The spray booth walls are coated with 
Kelite spray booth paint and can be 
cleaned as necessary by sweeping to 
remove accumulations of body paint 
dust or overspray. 





Fig. 3—This illustra- 
tion shows a view o 
a Protectobody about 
mid-way through 
sub-assembly. The 
primed parts, such 
as bulkheads, frame 
supporting members, 
case racks, wheel 
wells, and floor sec- 
tions have been po- 
sitioned and the body 
is now ready for the 
overhead doors and 
guide rails to be at- 
tached. 


Parts to be primed are cleaned and 
sprayed with either Du Pont Prepara- 
kote High Solids Yellow, reduced about 
50 per cent with Du Pont Dulux Spe- 
cial Thinner, or Kem Sanding Primer 
Yellow, reduced 50 per cent with Kem 
Reducer. Two wet coats of the primer, 
supplied from DeVilbiss pressure spray 
tanks, are applied to the steel parts, 
after which the parts are returned to 
the assembly floor for drying and as- 
sembly into the Protectobody. Figure 3 
is a view of a partially completed body 
with the bulkheads and case racks in 
place. Figure 4 shows a primed body 
nearing completion, with doors hung, 
door guides tacked, and polished stain- 
less clad rub rails in place. 
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Bumpers and rub rails, formed from 
stainless clad steel, are smoothed to a 
satin finish in two operations. The first 
polishing operation is performed with 
a 120 emery abrasive belt, supported 
by a ventilated-type buff and used with 
a Porter-Cable backstand. A final satin 
finish is secured by polishing the parts 
on a Vonnegut head wheel, made up 
with sections of 240 emery paper sup- 
ported by brush bristle stiffeners. 

Some bottlers prefer to apply the 
finish enamel and decorative identifi- 
cation in their own shops. For them, 
the assembled Protectobody is touched 
up with primer to protect spots laid 
bare during assembly, and either 
shipped or mounted on a truck chassis 


Fig. 2—This view il- 
lustrates a typical re- 
sistance welding as- 
sembly setup, show- 
ing how controlled 
movement ip two di- 
rections is secured by 
jigs mounted on 
track-guided rollers. 
The operator controls 
the action of the Pro- 
gressive spot welder, 
moving the jigged as- 
sembly smoothly in 
one direction to se- 
cure the proper 
number of resistance 
welds along each rib 
of the bulkhead sub- 
assembly. 
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Fig. 4—Using a Lin- 
coln portablearc 
welder, this operator 
is attaching door 
guide rails to the 
nearly completed 
body assembly. Air- 
craft-type spring- 
loaded doors have 
already been hung, 
and will remain in the 
epen position without 
being supported. 


supplied by the purchaser. If the body 
is to be completely finished in the 
Hobbs Company plant, putty is ap- 
plied at the seams where necessary 
and, after the putty is dry, the entire 
body is then sanded with 360 emery 
paper. 

Following the sanding operation, a 
mist coat and full wet coat of Du Pont 


Automotive Dulux 93-6969 Yellow, or 


Kem Transport Yellow No. 33, is 
sprayed on. This coat is allowed to air- 


dry and a third coat applied if neces- 
sary to secure the desired gloss or hid- 
ing effects. Then the distinctive Coca- 
Cola insignia is applied, using either 
Du Pont 93-20888 Red or Kem No. 40 
Red Enamel. 

The Protectobody is now ready to 
be shipped to a Coca-Cola bottler, or 
mounted on a chassis to be placed in 
immediate service for supplying soft 
drink consumers with clean bottles of 
a popular beverage. 





“Synthetic Detergents—Their History 
and Applications”’ is the title of a new de- 
scriptive folder just issued by Antara 
Products, General Aniline & Film Cor- 
poration, 444 Madison Avenue, New York 
22, New York. 

Written in non-technical language, the 
folder is designed to acquaint laymen 
buyers of detergents with simple facts 
about these materials which are usually 
explained in heavy scientific terms. 

The folder defines both detergents and 
synthetic detergents and explains the 
need for the latter in industrial and other 
fields. 

The three general types of synthetic 
detergents-—anionic, cationic, and non- 
ionic—are explained, along with the ad- 
vantages of each type. 

An easy-to-use chart gives the name, 
type, family, and uses of 19 Antara Prod- 
ucts’ Surface Active Agents known as the 
Antarox, Antaron, and Antarane fami- 
lies. 


November, 1949 





Dustkop Dust Collectors. A 36-page cat- 
alog and price list descriptive of Dustkop 
unit type dust collectors contains specifi- 
cations and information on entirely new 
models, improved mocels, and illustra- 
tions of applications of Dustkops on 
grinding, buffing, polishing, sanding, and 
other dust-creating operations. A sep- 
arate section is devoted to vapor col- 
lectors. Several case histories and a 
‘‘dual’’ index are also contained in the 
catalog, which is available from the Aget- 
Detroit Co., Main at Washington Sts., 
Ann Arbor, Michigan. 


Ertel Liquid Handling Equipment, in- 
cluding filters, filter sheets, vacuum bot- 
tle filters, pumps, mixers, and cappers, 
is described and illustrated in a 16-page 
catalog issued by the Ertel Engineering 
Corp., Kingston, New York. 
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Seventeenth rbuuual 
Couveution aud Extibct 


INSTITUTE OF COOKING AND HEATING 
APPLIANCE MANUFACTURERS 


DECEMBER 5, 6, AND 7, 1949 
NETHERLAND PLAZA, CINCINNATI 


MONDAY, DECEMBER 5 
MORNING Board of Trustees 


Oil Division Technical Section 
NOON Luncheon Meeting of Kerosene Stove Division 


AFTERNOON Electric Range Division 
Export Committee 
Oil Division Executive Committee 
Sleeve-Type Burner Division 


TUESDAY, DECEMBER 6 
MORNING General Convention Session 
AFTERNOON Management Forum 
EVENING President's Reception and Banquet 
WEDNESDAY, DECEMBER 7 


MORNING Gas and Combination Range Division 
Gas Space Heater and Floor Furnace Division 
Oil Division 
Solid Fuels Division 
AFTERNOON = Credit Managers 
Financial Executives and Accountants 
Labor Relations and Factory Management Officials 
Sales, Advertising, and Marketing Research Officials 


EXHIBITS OF MATERIALS, COMPONENTS, EQUIPMENT, AND SERVICES 
USED IN STOVE PRODUCTION WILL BE OPEN DURING THE ENTIRE 
CONVENTION. 
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Production Stepped Up 25% —Now 1500 Parts Per Hour! 
240 Man-Hours Saved Per Week! i 
Quality Improved—Rejects Reduced to 4 of 1%! 


@ You can get results like these in YOUR plant, just as 
the Rollfast people did, by a simple and quick conversion 
to Udylite automatic machines. 


You'll be miles ahead by choosing Udylite, because of 
important “hidden” values like these that don’t show 
up in the initial estimate: 


No long tie-ups in the plating room during installation 

Udylite machines, shipped ready to run, can usually be 
installed over a week-end, and require but a few ma- 
chinery movers. These compact machines require less 
working space, solving the load-and-unload space prob- 
lem. Racks are within easy reach. And Udylite machines 
have astonished users with their low maintenance costs. 


Write a “success story” like the one above in your plant — 


November, 1949 





for 
D. P. HARRIS 


HDW. & MFG. CO., Inc. 
Makers of the Famous 


ROLLER Sik 


plan now to “go automatic” with Udylite equipment! 
We'll be glad to make recommendations, entirely with- 
out cost or obligation. Write today. 
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COMPLET 





Right Above: General view of 
finishing enclosure showing 
pressurized up-tunnels to Finish 
Baking Ovens above. Above: 
Interior of Hydro-Filter Spray 
Booth which is supplied with 
filtered air The complete Finish- 
ing System includes a six stage 
Metal Cleaning and Rust Proof- 
ing Machine, Dry-off Oven, 
Japanning Dip Tank and En- 
closed Drip Area, Dip Enameling 
Tank and Drip Area, Hydro- 
Filter Spray Booth and two 
Finish Baking Ovens located 
above—one for Japanned parts 
and one for Synthetic Enameled 
parts. Oven heating units are 
equipped for either Gas or Oil 
firing—switch may be made in 
a matter of seconds without 
interrupting production. 

















nl 





SYSTEMS 


... for ENAMELS - LACQUER » PAINT + VARNISH 


| 





Where Lasting Beauty is Imperative, You’ll Always 


Find MAHON ENGINEERED Finishing Systems! 


To provide a large midwestern stove manufacturer 
with ultra-modern finishing facilities which would in- 
sure the finest finish obtainable at a minimum cost 
per unit, Mahon engineers designed a three-in-one 
finishing system that permits dip enameling, spray 
enameling, and japanning by the dip process. All 
parts pass through the cleaning and rust proofing 
machine and the dry-off oven. Parts to be japanned 
remain on the same conveyor, and are carried on 
through the japanning dip tank, drip area, and the 
pressurized up-tunnel to the baking oven. Parts to 
be dip enameled or spray enameled are transferred, 
after emerging from the dry-off oven, to a second 
conveyor line. On this finishing line, dip enameling 
and spray enameling operations are alternated to 
suit production requirements. When switching from 


= S R. ¢. 


HOME OFFICE and PLANT, Detroit 11, Mich. 


M A H O N 


dip to spray enameling, the synthetic enamel in the 
dip tank is dumped into storage tanks below, per- 
mitting parts to pass through the dip and drip 
zone into the Hydro-Filter Spray Booth for coating 
and thence through a pressurized up-tunnel to the 
Enamel Finish Baking Oven. This is a_ typical 
Mahon solution of the finishing requirements of one 
manufacturer. You, can also >enefit from Mahon 
experience, which is world-wide in scope and covers 
every industry where finishing constitutes a major 
production operation. This experience, plus constant 
research and development, has endowed Mahon 
engineers with a wealth of technical knowledge 
and practical know-how not available to you else- 
where. See Mahon’s Insert in Sweet’s Mech. Ind. 
File or write for Catalog No. A-649. 


‘ce & Ff & 8 F 


WESTERN SALES DIVISION, Chicago 4, III. 





Engineers and Manufacturers of Complete Finishing Systems— including Pickling Equipment, Metal Cleaning and Rust 
Proofing Equipment, Dry-off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply Systems, and Drying and Baking 
Ovens. Also, Core Ovens, Hydro-Foam Dust Collectors, and many other Units of Special Production Equipment. 











Part Il—Electroplating on Aluminum 


By E. R. YARHAM, 
Cromer, Norfolk, England 


LECTROPLATING is applied 

to aluminum surfaces for dec- 

orative effect and to obtain cer- 

tain other advantages. Copper, 
brass, and silver are deposited on 
aluminum in order to provide surfaces 
which can be soldered by normal 
means, and brass may be applied to 
facilitate bonding to rubber. Silver is 
deposited on electrical equipment in 
order to obtain a surface of high elec- 
trical conductivity, and the precious 
metals, particularly gold, are plated 
on certain electronic equipment. 

Castings to be electroplated must 
not only have good surfaces but for 
many applications must be free from 
internal porosity. For example, when 
the sole-plate of an electric iron is 
heated, any gas in the pores is likely 
to cause serious trouble to the plated 
deposit. Therefore castings for such 
purposes are inspected by X-rays prior 
to plating. 

As aluminum is anodic to the metals 
commonly deposited on it (with the ex- 
ceptions of zinc and cadmium), free- 
dom from pores and discontinuities in 
the coating is essential. Although the 
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plating metal cannot itself attack the 
basic metal, it may cause local elec- 
trolytic attack by acting as a cathode 
in the presence of moisture. 

In addition to general plating consid- 
erations, there are three considerations 
of particular importance when the 
process is applied to aluminum: (1) 
the existence of the oxide coating on 
aluminum; (2) the rapidity with which 
that coating reforms on the surface 
that is being treated; and (3) the sol- 
vent effect of the electrolyte. 

The oxide film which forms spontan- 
eously on any freshly exposed alumi- 
num surface is not a suitable base for 
electroplating because it prevents ade- 
quate adhesion of the deposit. This film 
must therefore be replaced by a deposit 
which will prevent the film from re- 
forming and will form a base to which 
the electroplate bonds satisfactorily. 
This is done by dipping the article first 
in a solution which strips off the alumi- 
num oxide and then in a solution which 
deposits a base suitable for electroplat- 
ing. In the interval between pickling 
and plating, the metal must be im- 
mersed in a reducing solution to pre- 
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New 
Combustion 
Safeguard 


FACTORY MUTUAL 


APPROVED 





BRISTOL ELECTRONIC PYROTROL 


for gas-fired appliances 


This new Bristol instrument (1) makes it impossible 
to light gas appliances under unsafe conditions and 
(2) shuts down the appliance promptly if an unsafe 
condition develops during operation. 


A Combination of Features Found in No 
Other Combustion Safeguard 


(1) No special tubes needed. You can get replace- 
ments in any radio store. 

(2) No special electrode cable needed. Use easily 
obtainable BX flexible cable on normal flames, 
lengths to 50 ft between electrode and Pyrotrol; 
commercially available coaxial cable for over 50 ft 
or abnormal flames. 

(3) You save on external wiring. Power to operate 
main valve, pilot valve and ignition transformer sup- 
plied from Pyrotrel terminals. 

(4) Protects against unsafe start. Safe-start relay 
prevents gas flow upon lighting off, should there be a 
leakage path in the electrode head or electrode cable 
of resistanc? value within normal flame operating 
range or a short circuit between electrode and ground. 

(5) Protects against tube failure. Will shut down 
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entire combustion system on loss of emission from 
any electron tube section. 

6) No unnecessary shutdowns. Prevents gas shut- 
off, in accordance with accepted insurance company 
standards, due to momentary flame flicker. 

7) Unaffec ted by dust Completely dust-proof 

Write for Bulletin W1816. THE BRISTOL COM- 
PANY, 108 Bristol Road, Waterbury 91, Conn. (The 
Bristol Co. of Canada, Ltd., Toronto, Ont.; Bristol's 
Instrument Co., Ltd., Lynch Lane, Weymouth, 
Dorset, England 


BRISTOL | 
oN jrom Hest WF 


AUTOMATIC CONTROLLING, RECORDING AND TELEMETERING INSTRUMENTS 
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Table I 





Plating Processes for Aluminum 
Polish 


Clean 
(Solvent and/or Chemical) 





| 
Chemical + 
Immersion 
Deposit 
(Typical 
reagents— 
Ferric 
Chloride 
Manganese 
Sulphate 
Nickel 
Chloride) 


Chemical Etch 
(Typical 
solutions— 
Caustic Soda 
Caustic Soda + 
Sodium Chloride 
Hydrochloric Acid 
Hydrofluoric Acid 
Hydrofluoric Acid + 
Hydrochloric Acid 
Hydrofluoric Acid + 
Nitric _— 





* Immersion 


| | | 
Anodize Anodize 
Deposit | 
of Zinc Modify 


(Sodium Anodic Film 
Zincate 


solution) 





Electroplate 





vent oxidation. 

The position of aluminum in the elec- 
trochemical series is such that it readi- 
ly displaces most common metals from 
solution. If aluminum is dipped into 
any one of a number of plating solu- 
tions, immersion deposits are primarily 
formed, and these prevent good adhe- 
sion of the electroplate. One remedy is 
to coat the metal before plating with a 
metal close to itself in the electrochem- 
ical series. Another method is to form 
a modified anodic film on the metal sur- 
face. This film forms a bond between 
the surface and the electroplate and 
improves resistance to corrosion. 

Special attention must be given to 
the preparation of the original surface 
and to the conditions of deposition of 
the first metal coating. A coarsely 
roughened surface causes poor adhes- 
ion. If high-gloss coatings are re- 
quired, the material must first be 
buffed to a high luster. 

Plating solutions must be such as to 
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have the least possible chemical action 
on the metal, not only while it is im- 
mersed in the solution, but afterwards 
because minute drops may be retained 
within its pores. When only the outer 
surface of an article (such as a teapot) 
has been plated, the inside must be 
scrupulously cleaned by pickling, or 
else galvanic cells formed between 
small deposits of plating metal and 
the aluminum are likely to cause 
serious corrosion. 

There are three distinct types of op- 
erations common to all of the commer- 
cial plating processes: (a) cleaning, 
(b) preparation of the surface, and (c) 
deposition of the coating. 

Surface Preparation 

After cleaning, further preparation 
varies according to the surface re- 
quired for plating and consists of 
various combinations of the following 
processes: (see also Table I) 

(a) Chemical etching. 

(b) Simultaneous chemical etching 
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Specially Priced to Participants 
In a Group Production Plan! 


Custom Engineered Efficiency 
At Mass Production Economy 
Is Now Available In the Performance Proved 


RANSOHOFF STANDARD 24" 
DRUM TYPE CONTINUOUS PROCESS 
METAL PARTS WASHING MACHINE 


that ideally serves plants of all sizes for the most efficient and satisfactor 


cleaning of STAMPINGS, SMALL CASTINGS, SCREW MACHINE WORK. 
LIMITED TIME OPPORTUNITY! 


Orders placed in time to participate in concentrated manufacturing schedule 
of this Standard Washer will be subject to a special discount made possible by 


group production. A Ransohoff representative will gladly give you full details 
of this special opportunity. 


N. RANSOHOFF, Inc. 


9 EAST SEVENTY-SECOND STREET * CINCINNATI 16, OHIO 
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and the formation of an immer- 
sion deposit. 

Immersion deposit of zinc. 
Anodic oxidation followed by 
modification of the oxide film. 
This action is one of enlarging 
the pores, and possibly under- 
cutting the bases of the oxide 
film, to give a better key for the 
plating deposit. 

Anodic oxidation to produce a 
porous film which permits direct 
plating without removal of the 
oxide. 

The choice of preparation will de- 
pend partly upon the alloy and the ar- 
ticle to be plated and partly upon the 
use to which the plated surface will be 
put. For example, when a surface is to 
be plated in order to obtain high elec- 
trical conductivity, the anodic treat- 
ments cannot be used because of the 
insulting properties of the oxide film. 
Again, where the article has a large 
surface area and an irregular shape, 


it is difficult to produce an even oxide 
film over the whole surface area, and 
an immersion deposit process may 
prove the most satisfactory. 

The improved adhesion of the coat- 
ing obtained as a result of roughening 
by chemical etching is attributed to 
the type of pit produced. Specific etch- 
ing treatments have been developed 
to produce pits of an undercut nature 
which provide a mechanical key for 
the deposit. 

A typical chemical etching treat- 

ment for castings developed by Work 
is; 
Nitric acid (sp. gr. 1.42)_______3 vol. 
Hydrofiuoric acid (50 per cent) __1 vol. 
Temperature 75-80 deg. F. 
Immersion Periods 

Pressure die-castings ____15-30 sec. 

Gravity die-castings 30-90 sec. 

Sand-castings 60-120 sec. 


After such treatment a preliminary 
brass flash is often deposited on the 
surface. The plating solutions and pro- 




















STRIPLASTIC now 
available for spray 


booth coat protection 


This new Striplastic Strippable 
Spray Booth Coating is shipped in 
a consistency so that it can be 
extended 20% or 30% by the addi- 
tion of an inexpensive reducer. 
Ask us how. 








Among many advantages, it is 
non-toxic, possesses great ten- 
sile strength and is easily 
stripped off in one piece. 


Write for complete information 
on this new strippable plastic. 


COMPANY 


10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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Base Plate 
of this 
STENO 
PAD-HOLDER® 
is 
Mar-proofed 
with 

FLOCK —' 


Upright Position 


*item pictured is ‘‘The Stellar Steno-Pad- 
Holder’ (patented), manufactured by 
Stellar Tool & Mfg. Co., inc. of Jamaica, 
New York. Flocking-Bestcraft Products Co., 
Inc., New York City 


View of underside 
of Pad-Holder 
showing Flocked 
Base Surface 


I 
Flock Finishing 


Operation Doubles for Felt 
—and Saves as it Serves! 


Here an inexpensive Fiocked Paper lamina- 
tion eliminated any possibility that this stand 
would topple, slide or scratch. Manufacturer 
also reports this flocked feature as being help- 
ful to the item's market acceptance. 


Available at paper merchants, flocked stock 
for finishing operations is at its best when 
processed with long stapled uniform quality 
Claremont Flock. We also supply this medium 
in bulk, in colors, in quantity for special spray- 
on finishing purposes, surface coatings, insula- 
tion and decorative uses. Write for samples, 
color charts and complete details. Inquiries 
invited! 


CLAREMONT WASTE MFG. CO. 


CLAREMONT, NEW HAMPSHIRE 
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THESE AUTOMATIC FINISHING MACHINES 


Kit 


Try these machines out on your products at our expense. 
They may be the answer to lower finishing costs in your plant. 


If you are looking for ways to speed up your finishing or to lower 
your finishing costs, through the use of automatic or semi-auto- 
matic equipment, stop beating your brains out. Let us show you 


how others are doing it. We have the answers to most automatic 
finishing problems...so why try to invent something that is 
already available and proved. 




















If your product is flat, the chances are it can 
be finished on a Binks Automatic Reciprocat- 
ing Machine of the type shown to the left. This 
machine has been adapted to everything from 
tea tiles to table tops. 

If your product is round, cylindrical, or many 
sided, it probably can be finished on a Binks 
Automatic Spindle Machine (illustrated above) 
which spins the product in front of the spray 


‘',. . . lower production costs is the znswer to increased sales. . 


PLEASE ACCEPT THIS INVITATION A 











guns. Its adaptions are myriad...everything 
from golf balls to automobile wheels. 


These machines, and others, are set up under 
actual plant conditions in our Customer Service 
Department. You are invited to use them without 
cost of any kind to determine their adaptability 
to your particular problems. Our engimeers 
will cooperate in every way. 


- and profits!' 


Lh 








eee 

















Binks Manufacturing Company, 
3118-40 Carroll Ave., Chicago 12, Ill. 


Please send me full instructions on how | can try out Binks automatic 
finishing machines on my products without cost or obligation of any kind. 





NAME 


POSITION 





COMPANY 





ADDRESS 





CITY 


PHILADELPHIA =PITTSBURGH ST. LOUIS 


SAN FRANCISCO 


ZONE STATE 
SEATTLE WINDSOR, ONTARIO, CANADA 





Chairman of the Board 


cedure are generally similar to those 
described under the zinc-immersion 
process. 

In the case of chemical etching ac- 
companied by metallic deposition, the 
depth of the chemical etch may be con- 
trolled by the simultaneous metal de- 
posit. In the earliest processes of this 
type, solutions of metals cathodic to 
aluminum were always used; these in- 
cluded solutions of iron, manganese, 
nickel, and tin. More recently an im- 
mersion deposit of zinc has been ap- 
plied, and since zinc is anodic to alumi- 
num, such a deposit has a better pro- 
tective value. The electroplate is prob- 
ably formed over the immersion de- 
posits from these solutions, but in 
many other procedures the immersion 
deposit is either partly or completely 
dissolved in the bath as electroplating 
proceeds. 

Recommended solutions for the de- 
positions of nickel and manganese, de- 
veloped by Work, are as follows: 

(1) For Commercial-purity Alumi- 

num 

Nickel chloride ; 45 oz./gal 

Hydrochloric acid (sp. gr. 1.18) 

Seema SOS pee. 

Temperature 

Immersion period 

(2) For Wrought Alloys 

Manganese sulfate_____ 0.75 oz./gal. 

Hydrochloric acid (sp. gr. 1.18) 

PST FF 

Temperature 

Immersion period ___..__15-30 sec. 
Several iron solutions give deposits 
on which nickel and copper may be 
successfully plated. The iron immer- 
sion deposit is a suitable preparation 
for depositing a considerable thickness 
of hard chromium on aluminum, either 
direct or following a deposit of copper 
or nickel. 

A commonly used iron solution con- 

THE ABBOTT BALL COMPANY tains: 

HARTFORD 10, CONN. Ferric chloride solution (sp. gr. 45 
deg. Bé) - ener 48 fl.oz./gal. 
Hydrochloric acid (sp. gr. 1.18) 

a aml. OR (Rak 
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Ovens i is 


JENSEN 


WHEN the chips are down and “cost” 
is close-up in the picture, alert manu- 
facturers choose JENSEN infra - red 
ovens over all others. Here’s why: Only 
Jensen gives you “Nested Lamps!” 
Only Jensen gives you “Dual Heat!” 
Only Jensen gives you Jensen engi- 
neering! 


Photo above shows a Jensen installa- 
tion at the Oran Company, Columbus, 
Ohio. Oran finishes items for other 
manufacturers, and due to efficient 
production methods—like Jensen ovens 
—usually does the job at LOWER 
COST than the original manufacturers 
could do it themselves! 


Jensen “dual heat’’ Infra-Red 
Ovens are designed to indus- 
try’s specific needs. Write us 
about your problem today! 


free. 


America's Foremost Designers and Builders of Infra-Red 


SERVICE at Ovens 
BRANCHES § °° P FREELAND 


ti: 
“ Buffalo, N. Y. 


Chicago 
Cincinnati 
Cleveland 


In Finishing Production . . 


Detroit 


November, 1949 


Conveyors 


Columbus, Ohio 


Grand Rapids, Mich. 


Paint Dip Tanks 
e DETROIT 28, MICHIGAN, U. S. A. 
Pittsburgh 


Rochester, N. Y. 
Toledo, Ohio 


Indianapolis 
New York City 
Philadelphia 


. the Future Belongs To Men Who| Plan for It! 


FINISHING 


PRODUCTS 


Waterbury, Conn. 
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Temperature 194-203 deg. F. 

Immersion period 10-60 sec. 

(until a thin grey uniform deposit is 

formed) 

In the zinc immersion process, which 
is the most important of the immersion 
processes, the deposit is formed by dip- 
ping the metal in a solution of sodium 
zincate. The mechanism of the reac- 
tion is: 

(1) Removal of oxide film produced 
in the course of surface prepara- 
tion 

(2) Removal of the exposed alumi- 
num surface film 

(3) Replacement of dissolved alumi- 
num by zinc 

The presence of copper in the solu- 
tion is said to slow down the reaction 
between the sodium zincate and the 
aluminum, so that it can be more easily 
controlled. 

Successful formation of the zinc im- 
mersion coating depends chiefly upon 
the initial surface preparation, and 
thorough cleaning is essential to the 
formation of an adherent coating free 
from blisters. There are slight varia- 
tions in process according to the nature 
of the alloy treated, but typical pro- 
cedures for wrought and casting alloys 
respectively are as follows: 

Procedure for Wrought Alloys 

(1) Preliminary cleaning 

(2) Chrome pickle 

(3) Rinse 

(4) Dip in concentrated nitric acid 

(5) Rinse 





(6) Zinc immersion treatment 

(7) Rinse 

(8) Electroplate 

Procedure for Casting Alloys 

(1) Preliminary cleaning 

(2) Nitric acid dip 

(3) Rinse 

(4) Caustic soda dip 

(5) Rinse 

(6) Mixed acid dip 

(7) Rinse 

(8) Nitric acid dip 

(9) Rinse 

(10) Zine immersion treatment 
(11) Rinse 
(12) Electroplate 

A flowsheet for these procedures and 
for the special case of the casting alloy 
AC6 (13 per cent silicon) is given in 
Fig. 1. 

The preliminary cleaning consists of 
the vapor degreasing and alkaline 
cleaning treatments already described. 
Complete removal of soap film by 
thorough rinsing in soft water is essen- 
tial, otherwise the subsequent zinc de- 
posit may blister. At least two rinses 
in cold water or a pressure spray rinse 
are required, and after this, the work 
should be racked ready for further 
treatment. 

The chrome pickle solution is made 
up as follows: 

CHEOENC ACId .2..=——-— 5.6 oz./gal. 

Sulfuric acid (sp. gr. 1.84) 

es ee oe 1.75 1b./gal. 
This solution is used at a temperature 
of 150 deg. F., and the immersion peri- 





WOOD TANKS for 


KALAMAZOO TANK & SILO CO. 


Plating and Pickling 


Excellent Service on all types of 
wood tanks for any purpose. Built 
to your specifications by one of 
America’s oldest tank specialists. 


Ask for estimates and suggestions. 


Kalamazoo 16, Mich. 
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) 


THE MARK or ovary 


FOR OVER FIFTY YEARS 
THE GREATEST NAME IN BUFFS 








* Codman's Non-Fray Vv 
Ventilated Buffs are 
made under patent 
Nos. 2,027,863; 2,094,- ™ ~ 

650; 1,573,961; Re. 19,- cali 
894: 2,140,208, other COMPANY 
patents pending. 


MASSA HUSETYT 


Branch Offices 
Detroit Philadelphia 
Los Angeles Grand Rapids 
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WROUGHT OTHER 
ALLOYS 


1 HIGH SILICON 
| CASTING ALLOY 








Vapor degrease 
H Hl L 
inhibited alkaline 
cleaner 
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Nitric acid dip 
if 
Rinse 
| 
Caustic soda dip 














hromic- sulfuric 
acid pickle 


















































Mixed acid dip 
a’ 

Nitric acid dip Rinse 
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Rinse 
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Zincate immersion 
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ELECTROPLATE 


a 


COPPER SILVER Special 
plate plate plating 


{ J 













































































Preparation GOLD Rubber Direct 
for soldering bonding Chromium 
























































on Nickel effects for soldering effects contacts 


eo saaeea Preparation saarea [eearee 





Fig. 1—Flow sheet for zinc-immersion process on aluminum with an indication of several end 
uses for the plated product 
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TELLS HOW 
TO CUT 
METAL FINISHING COST 


@ No matter what cleaning sys- 
tem you are now using, it will 


pay you to get the facts’’ about 
MINIT-KOTE—the one-stage 
washer cleaning system that is 
cutting metal finishing costs, to 
the rock bottom, for many of the 
nation’s largest manufacturers 
of quality metal products. 


MINIT-KOTE removes the risk 
from metal finishing. It provides 
faster, more thorough cleaning 


and at the same time protects 
by forming a light, but uniform 
phosphate coating on the 
cleaned surface for better, 
longer lasting paint adherence 
—all in one simple, cost cutting 
operation. 


Every man doing metal finish- 
ing should know the MINIT- 
KOTE cost cutting story. Bulle- 
tin gives all the information— 
it's yours, free for the asking. 








GET THE FACTS... WRITE FOR BULLETIN TODAY. 


KLEM (Acnical 46 


OFFICES IN PRINCIPAL CITIES 


14403 LANSON - DEARBORN, MICHIGAN 
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Is this YOUR plant? 


od is 1 to 5 minutes. A steel tank lined 
with 6 per cent antimonial lead should 
be used, and this should be fitted with 


/ an antimonial-lead steam tube for 
| heating, and a perforated tube for 
| passing compressed air into the elec- 


trolyte to agitate it. 
For aluminum-magnesium-silicon al- 


| loys, 0.5 per cent by volume of hydro- 


fluoric acid may be added to the above 


| pickle. The chrome pickle treatment 
| produces a slight etch on the metal sur- 
| face, which improves the adhesion of 
| the zinc deposit without impairing the 
| surface of the subsequent electroplate. 


Do you use inflammable tack rags too? 


NON-INFLAMMABLE 
Detroit Handy “TAC” Rags | 
might have saved it! 


Detroit Handy ‘Tac’ Rags now have 
an added EXCLUSIVE new fea- 
ture—they are non-inflammable.* 
They quickly remove all particles 
of lint, dust and sand preparatory 
to lacquering or enameling, and 
insure a smooth, perfect mirror- 
like finish. Detroit Handy ‘Tac’ 
Rags remain soft and tacky in- 
definitely. 

Available from your local paint 
dealer or write for name of near- 
est supplier. 


The Standard of Quality for 15 Years 


DETRO MFG. & SALES CO., INC. 
3431 Wesley St., Culver City, California 


*#An Exclusive Feature, Pat. Pending. 
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The caustic soda etching solution 
contains 5 per cent caustic soda and 
is used at a temperature of 150 deg. F. 
The work should be immersed for 5 
seconds or until there is uniform evolu- 
tion of gas over the surface. 

Since most casting alloys contain 


| silicon, treatment with hydrofluoric 


acid is necessary to remove the surface 
film of silicon that is left after pickl- 
ing. The mixed-acid dip which replaces 
the chrome pickle used for wrought 
alloys is made up in the following pro- 
portions: 

Hydrofluoric acid (48 per cent) 


Nitric acid (commercial) —__~- 3 vol. 


| The bath is maintained at room tem- 


perature, and articles are immersed for 
periods up to 30 seconds. The tank 
should be of welded steel lined with 
hard rubber, and it is important to 
avoid contact between nitric acid and 
the rubber when making up with con- 
centrated acid. 

The subsequent procedure is the 
same for both wrought and cast alloys, 
and consists of a dip in concentrated 
acid followed, after rinsing, by the 
zinc immersion treatment. 

The improved adhesion of the im- 


| mersion deposit given by the prelimi- 


nary etching procedures is attributed 

to one or more of the following effects: 

(a) Production of a slight oxide 
film 
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ZAPON offers Service From Every Angle... a func- 
tion of our Customer Service Department that takes 
care of even your smallest finishing difficulties . . . 
the little things on your job that quickly become 


big problems when overlooked. 


A letter, wire, or phone cail will bring you fast 


Service From Every Angle! 





ATLAS POWDER COMPANY 
Industrial Finishes 


Stamford, Conn. + North Chicago, Ill. 
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(b) Production of slight surface pit- 
ting sufficient to form a key for 
the deposit 

(c) Removal of impurities by dis- 
solution from the surface 

The sodium zincate solution is made 
up in the following proportions: 

Zine oxide (commercial grade) 

16 oz./gal. 

Caustic soda (commercial grade) 

84 oz./gal. 
The operating temperature is 80 deg. 
F, and the solution should be agitated. 
The immersion period varies from 2 to 
5 minutes. 

For deposition of zinc on alloys 
which contain copper, the strength of 
the solution should be reduced by 25 
per cent. Alternatively, the zinc oxide 
may be replaced by a 35 per cent solu- 
tion of zinc sulfate crystals. 

The sodium zincate solution is very 
viscous, and drag-out losses may there- 
fore be heavy. Such losses should be re- 
placed and the solution checked from 


' HOLLAND SAYS: 
UP 


SPEED UP 
PRODUCTION 
AT LOWER COST 


Batch Type oven in 
various sizes, includ- 
ing overhead con- 
veyor systems. Auto- 
matically controlled. 
Approved by the 
N. Y. Board of 
Standards and Ap- 
peals. 
Wide selection of 
metal finishing 

equipment on hand. 


Write for 
FREE Folder “M.” 








mom J, HOLLAND & SONS, INC. 


fregniat 
coeeeni tt MANUFACTURERS * DEALERS 
To RES =! 276 SOUTH NINTH ST. © BROOKLYN, WN. Y. 
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time to time to correct for dilution due 
to moisture carried in with the work. 

Cast iron tanks, steel tanks, and 
rubber-lined tanks are all satisfactory. 
An iron pipe coil should be fitted for 
heating or cooling, and means provid- 
ed for agitating either the work or the 
solution. 

To prevent contamination of electro- 
plating solutions with sodium zincate, 
thorough rinsing after immersion is 
essential. An economical arrangement 
is to use two rinse tanks arranged on 
the counterflow principle; a combina- 
tion of dip and spray rinsing is also 
recommended. 

There are two methods of producing 
a modified anodic film that is suitable 
for subsequent plating. The first is to 
form a normal film by anodizing and 
then modify it by use of a suitable 
solvent; the second is to control the 
anodizing conditions in order to pro- 
duce a suitably modified film. There are 
various patented processes based on 
these methods. 

Solution of the anodic film may be 
accomplished either by cathodic reduc- 
tion in the plating bath or by simple 
treatment with a solution of sodium 
cyanide or hydrofluoric acid. 

One of the best-known methods is 
that in which the anodic film is reduced 
cathodically in the plating bath. The 
original process involved three opera- 
tions: 

(1) Anodizing at 60 volts d.c. 

(2) Reduction of the oxide with 
simultaneous deposition of a 
thin coating of brass at 5 volts 

(3) Deposition of nickel or cadmium 
on the brass by any of the usual 
methods of electroplating 

There have been several modifica- 
tions of the original process, in some of 
which the procedure has been reduced 
to two stages. 

In another process the anodic film 
is modified by separate treatment. The 
complete process consists of preclean- 
ing, anodizing, modification of the 
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| PLATECOIL 


$a {-} 0) (o fel 2} ot Xo) | 
| FOR HEATING, COOLING 





OR DRYING 


More Prime Surface for More Efficient Heating. 


Develops Quick Heat for Quick Starts. 


(As 


Much as 50% Faster Than Pipe Coil.) 


Takes Half the Space, Weighs Half as Much as 
Pipe Coil, Costs Half as Much! 


Platecoils Are Easily Cleaned or Replaced in 
Minutes .. No Downtime.. No Tank Dumping. 


Take advantage of the complete laboratory assistance offered 
by Kold-Hold to help you with your heat transfer problems. 


Send for complete 
technical manual and 
descriptive Bulletin No. P50 





TANK MAINTENANCE WITHOUT 
LOSS OF SOLUTION 


There is no need for workmen to get 
inside the tank in order to make 
replacements or repairs. A Platecoil 
can be removed in a matter of min- 
utes with the solution still in the tank. 


LITERATURE 
The new Platecoil Bulletin furnishes 
a complete description of the Plate- 
coil method of tank heating. Write 
for your copy today. 


PLATECOIL 


Divisicn 


KOLD-HOLD MFG. CO. 
LANSING 4, MICHIGAN 





HIGH BTU TRANSFER 
More prime surface of Platecoil can 
be installed in a given area than can 
be obtained with pipe coil. Thus a 
more compact Platecoil unit provides 
much greater BTU transfer per unit 
area than can be obtained with pipe 
coil. Quick starts in heating tank 
solutions mean more hours of pro- 
ductive time. 


Why 
Platecoils 
Cost Less 


LOW FIRST COST 


The initial cost of Plate- 
coil is often 50% or 
more below the cost of 
equivalent pipe coil de- 
pending, of course, on 
the materials used in 
construction. 


EASY 
INSTALLATION 


By the use of ‘‘quick 
change hangers" Plate- 
coil installations can be 
made in open tanks in 
one-half hour or less By 
one man and a helper. 


NO THREADED 
JOINTS IN TANK 


The entire Platecoil is 
electric welded and 
pressure tested. There 
are no joints to corrode 
or leak. Both connec- 
tions to the Platecoil 
can be located above 
the liquid level where 
there is no danger of 
thread corroding and 
freezing. 


GREATER 
TANK CAPACITY 


A 22" x 47" Platecoil 
gives the same heat 
transfer surface as 32 
feet of I'/,"" pipe. This 
pipe requires a space 
approximately 30" 
x 60°". Platecoil thus 
saves about 50% over 
equivalent pipe coil. 


WEIGHS 
50% LESS 


Weighing only about 
half as much as equi- 
valent pipe coil, Plate- 
coil is easy to handle. 
A whole maintenance 
crew is not needed to 
transport and _ install 
Pipecoil. 


Kold-Hold Manufacturing Company, Lansing 4, Michigan 
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oxide film, and plating. 

When the surface has been degreas- 
ed in trichlorethylene, it is cleaned in 
an alkaline solution of a type that has 
little etching effect on the metal, such 
as a 4 per cent solution of sodium 
cyanide. Cleaning takes approximately 
2 minutes at room temperature but 
may be accelerated by use of a 6-volt 
direct current making the work the 
cathode in the bath. If dark stains per- 
sist on the metal, they may be removed 
by immersion in concentrated nitric 
acid. This treatment is followed im- 
Mediately by a cold-water rinse and 
then, in the case of high-silicon alloys, 
by a dip in a 0.25 per cent solution of 
hydrofluoric acid. Hydrofluoric acid 
treatment is followed by a second dip 
in nitric acid and a final cold-water 
rinse. 

The surface is then anodized in a 3 
per cent solution of oxalic acid at room 
temperature. It is important that the 
temperature of the bath should not rise 


above 85 deg. F., and on long produc- 
tion runs cooling may be necessary. 
Either d.c. or a.c. may be used, and the 
required current density is less than 
5 amp./sq. ft. Current is switched on at 
about 5 volts; and as soon as the anodic 
film begins to form, the voltage is in- 
creased rapidly to 50 volts and the 
treatment continued for a total time of 
10 minutes. The work is then thorough- 
ly washed with cold water. 

The anodic film is modified in a bath 
containing 6 per cent by weight of 
sodium cyanide, or 0.25 per cent by 
volume of hydrofluoric acid in water 
at room temperature. As the percent- 
age of hydrofluoric acid is critical, this 
alternative solution should be analyzed 
regularly. The time required for the 
modification treatment depends upon 
the density and hardness of the anodic 
film. It may be as much as 15 minutes 
for pure aluminum or as little as 5 
seconds for the aluminum-copper al- 
loys. The period is critical; and once it 
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or by brushing. 


in large sheets. 
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SLASH MAINTENANCE COSTS! 


by using 


PLASCOTE NO. 1 


The new peelable plastic boothcoating. 


a using reports prove Plascote No. 1 will cut booth cleaning time 
in half. 
e It is applied quickly and easily by use of ordinary paint spray equipment, 


¢ Shipped ready to apply, no pre-mixing necessary. 
e Inflammable over-sprayed paints may be peeled from the spray booth walls 


Economical to use due to extensive coverage per gallon. 
TEST SAMPLE OFFER: 


Order 5 gallons, at the drum price of $1.95 gallon. 


Chemco Products Company, Inc. 


LYONS, ILLINOIS 
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with GLOBE 


Direct Motor Drive 


TILTING 
TUMBLING 
BARRELS 


Process thousands of pieces at 
one time—faster, better and at lower 
cost—with Globe Precision Tum- 
bling Barrels, dependable for 47 
years. Globe’s exclusive six-way 
work shifting motion cuts tum- 
bling time and increases action. 
Speeds as low as 30 revolutions 
per minute assure finer finishes of 

Available in non-ferrous metal parts. Motor is 
‘ compactly mounted above the 
Kiln-Dried Maple gear segment for space economy. 


or Steel Shells 
Free Experimental Service 


Hupp’s Experimental Engineering 
Laboratory can show you how tocut 
finishing costs. Just send samples 
of the parts to be processed along 
with a finished part. Write today! 
There’s no charge or obligation. 


Hupp Manufactures a 
Complete Line of Tumbling Barrels 
and De-Burring Machines. 
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has been determined, the treatment 
should be carefully controlled. The 
article should be immersed sufficiently 
long to produce suitable etching pits or 
pores in the film. The plated metal 
builds up from the bases of the pits, 
and the greater the number of pits the 
more uniform is the plated surface. 

After modification of the anodic 
film, the work is washed and trans- 
ferred to the plating solution. It must 
on no account be allowed to dry off 
between modification and plating, or 
stains will appear on the surface. If 
plating does not follow immediately, 
the work should be left suspended in 
the rinsing tank. 

The prepared surface is suitable for 
the direct deposition of brass, nickel, 
cadmium, and silver from normal plat- 
ing solutions, with the exception of 
baths of high pH value and baths re- 
quiring high working temperatures. If 
a highly alkaline plating solution is to 
be used, a thin flash coat must first be 





ARE YOU SATISFIED 


WITH YOUR FINISH? 
TRY 


HARRISON'S 


COMPOUNDS 


for 
Aluminum, Brass, Copper, 
Stainless Steel, Carbon 
Steel, etc. 


TRY OUR NEW GREASE STICK; ALSO 
OUR NEW WATER SOLUBLE 
COMPOUNDS. 


Our technical Representative will be 
pleased to help you with your problems 


HARRISON & COMPANY, INC. 


Haverhill, Massachusetts 
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plated onto the anodized surface from 
an acid bath to prevent solution of the 
modified film in the alkaline solution. 

In a direct method of forming a 
modified anodic film that is. suffi- 
ciently porous to allow plating, the 
anodizing solution contains 3 per cent 
by volume of phosphoric acid, and 
the anodizing takes place at a tem- 
perature of 104 to 122 deg. F. and a 
voltage of 90 to 100 volts. The anodiz- 
ing time is 5 minutes. Although op- 
erating conditions are adjusted to pro- 
duce a porous anodic film, this method 
also relies on the alkalinity of the sub- 
sequent plating solution to remove 
part of the oxide. 

The Aluminum Company of America 
has developed the phosphoric acid pro- 
cess and determined the operating con- 
ditions required to produce a film that 
is suitable for direct plating. These 
conditions vary according to the alloy 
concerned, and, in general, a much 
narrower range is permissible for 
nickel-plating than for copper-plating. 

The phosphoric acid concentration 
itself is not specific, as other operating 
conditions may be adjusted in order 
to produce a suitable anodic film from 
a wide variation of electrolytic concen- 
trations. A solution containing 30 per 
cent by weight of phosphoric acid is 
most frequently used. 

If the acid concentration is decreas- 
ed, the density of the film increases 
and its porosity decreases, the same 
effect being produced by increasing the 
anodic current density. The porosity of 
the coating is also decreased by in- 
crease in agitation of the solution, 
which produces a fall in temperature 
at the anode surface. 


Plating Solutions and Conditions 


Work that has been prepared for 
plating by an immersion deposit of 
zinc is usually given a preliminary 
strike in either a simple cyanide cop- 
per bath or a Rochelle salt type bath 
before further plating. Whichever 
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All-Metals Degreasing Solvent with 


Exclusive Westvaco Stabilizer-Inhibitor 


TROMEX cleans CLEAN, lasts long, gives you premium-quality results at 
regular “‘trichlor’’ degreasing solvent price. 

Use on all “lightweight”, “heavyweight” metals ancl their alloys (or 
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(whether of mineral, vegetable or animal origin). Also effective for de- 
greasing most plastics, ceramics, glass. 


Effective Westvaco-developed chemical additives protect TROMEX against 
both breakdown by oxidation and metal-induced decomposition .. . keep 
TROMEX on the job longer. 


Write for technical data, prices and current availability in your area. 


WESTVACO CHEMICAL DIVISION 
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GENERAL OFFICES + 405 LEXINGTON AVENUE, NEW YORK 17 
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HU eyes are on 
the PIN1S17/ 


. .. And in the race for sales 
supremacy all eyes are on the 
finish of your product. In creat- 
ing sales appeal for your prod- 
ucts, the eye-appeal and dura- 
bility of the finish are all- 
important. If you want your 
sales totals to get the checkered 
flag, Stanley’s policy of “Special 
Finishes for Special Applica- 
tions” can help you. 

For over 25 years countless 
finishing problems have’ been 


solved by Stanley chemists: tools 
and hardware have been pro- 
tected from rust and corrosion; 
notion goods have been en- 
dowed with new sparkle; rubber 
goods have been safeguarded 
from wear and cracking—all by 
Stanley industrial coatings. 

Whatever you make, let 
Stanley’s research staff deter- 
mine the finish that will put your 
product out front. Write, Stanley 
Chemical Co., East Berlin, Conn. 


STANLEY CHEMICAL 


INDUSTRIAL COATINGS 


LACQUERS SYNTHETICS JAPANS ENAMELS 
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ADVANCED DESIGN AND MODERN FACILITIES 
GIVE YOU A 


BETTER asrasive in EXOLON 


In this newly-built plant, EXOLON and CARBOLON Abrasives 
are finished and graded for your use. The abrasive grain is handled 
automatically, traveling by gravity or conveyor in closed passages, 
through many finishing operations. Included in these facilities is 
special equipment designed by Exolon to provide better shaping, more 
accurate grading, and a finer finished product. 


Take advantage of the benefits these up-to-date facilities can pro- 
duce for you as an aid to more efficient, more economical metal . 
finishing. Next time, specify EXOLON. 


Write for illustrated folder, giving general 
recommendation. 


THE EXOLON COMPANY 


MANUFACTURERS OF SILICON CARBIDE AND ALUMINUM OXIDE ABRASIVES 


943 East Niagara Street, Tonawanda, New York 
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SURPRISE 
YOURSELF 


WITH 


Trademork Reg. U.S. Pat. Office 


SAVINGS! 


Roto-Finish methods, materials, and 
equipment mechanize your finishing 
operations, putting them ona high-speed, 
smooth-flowing basis. Roto-Finish elim- 
inates tedious, time-consuming manual 
procedures to save you money, materials, 
and manpower. Also, it improves results, 
maintains exacting quality standards, 
holds critical tolerance specifications 
uniformly and reduces rejects. 

Versatile, flexible, adaptable Roto- 
Finish meets a wide range of production- 
finishing requirements. Want proof? Send 
us sample parts for processing. Include 
finished piece as a guide. No obligation. 


FOREIGN REPRESENTATIVES 
Roto-Finish Limited, London, England 
A. Flavell Pty. Ltd., Melbourne, Australia 
Frederic B. Stevens of Canada Limited., 

Windsor, Canada 


ROTO-FINISH COMPANY 


3436 Milham Road, Kalamazoo, Mich. 
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bath is used, the pH value must be con- 
trolled to prevent the solution becom- 
ing too alkaline. The following solu- 
tions are suitable for the preliminary 
copper strike: 

(a) Copper cyanide ____4.8 oz./gal. 
Sodium cyanide ____5.4 oz./gal. 
Sodium carbonate __0.6 oz./gal. 

or 

(b) Copper cyanide ____3.6 0oz./gal. 
Sodium cyanide ____4.8 oz./gal. 
Sodium carbonate __2.4 oz./gal. 
Rochelle salt —---~-- 9.6 oz./gal. 

Solution (a) is operated at 130 to 140 
deg. F. with a current density of 10 to 
15 amp./sq. ft. The free cyanide con- 
tent of this solution should not rise to 
0.25 per cent and the pH should not ex- 
ceed 11. Solution (b) is operated at the 
same temperature, the free cyanide 
content of the solution being main- 
tained between 0.3 and 0.5 per cent and 
the pH not exceeding 12. 


The thickness of the preliminary 
copper deposit should not be less than 
0.0003 in., and the surface should be 
well rinsed before other plating is ap- 
plied. If a heavier copper deposit is 
required, the work may be further 
treated in the same or a similar solu- 
tion operated at a temperature of 85 
to 105 deg. F. and a current density of 
20 to 60 amp./sq. ft. 


A preliminary deposit of brass is 
often chosen as am alternative to the 
copper deposit. A suitable brass plat- 
ing solution is made up as follows: 

Copper cyanide ___----- 5.2 oz./gal. 

ANC CUMINGO <n 1.5 oz./gal. 

Sodium cyanide _____-_-~- 9.0 oz./gal. 

Sodium carbonate ~___~- 4.8 oz./gal. 
One pint of ammonia is added to each 
100 gallons of this solution. On ana- 
lysis this solution shows a free cyanide 
content of 3 oz./gal. 

The bath is operated at a tempera- 
ture of 80 to 95 deg. F. and a current 
density of 3 to5 amp./sq. ft. The thick- 
ness of the deposit depends upon the 
immersion period and varies from 
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SHORT-CUT fibres of all types used 
to produce effects of suede, felt, velvet, 
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0.0005 in. for a color coat to 0.002 in. 
for a buffing coat. All operating condi- 
tions must be carefully controlled if a 
uniform color is to be maintained. 

After the preliminary copper or 
brass flash, nickel may be deposited 
from any of the usual nickel plating 
solutions. The following composition is 
suitable: 

Nickel sulfate 36.8 oz./gal. 

Nickel chloride crystals _5.4 oz./gal. 

MOT BCI on oo 5.4 0z./gal. 
This solution should have a pH value 
of 5.6 and be operated between 80 and 
90 deg. F. at a current density of 10 
amp./sq. ft. 

Nickel may also be plated directly 
onto the zinc immersion deposit, and 
a recommended composition is: 

Single nickel salts 12 oz./gal. 

Sodium sulfate crystals__24 oz./gal. 

Ammonium chloride____2.0 oz./gal. 

BOC ROM sos fs ee 2.0 oz./gal. 
The pH of this solution is maintained 
between 5.3 and 5.7. The bath is op- 


2 PROVED WHERE 
PERFORMANCE 
COUNTS 


On practically every 
type plating solution. 


Here’s positive, trouble-free filtration that’s 
proof against dirt, dust, oil, sludge and all im- 
— usually present in plating solutions. 
Xegardless of the size or type of your installa- 
tion, there’s a ‘‘Sealed-Disc’’ Filter to ‘‘fit 
your job’’—write for complete details. 








ALSOP ENGINEERING CORP. 


404 KEEN ST., MILLDALE, CONNECTICUT 
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erated at room temperature at a cur- 
rent density of 10 to 20 amp./sq. ft. The 
thickness of the nickel deposit should 
be at least 0.001 in. to ensure maximum 
protection against corrosion; but if the 
thickness is greater than 0.001 in., 
there is danger of peeling when the 
plated article is bent. As deposited, the 
nickel is gray and has a smooth, glossy 
appearance which may be buffed to a 
high luster. 

Chromium is usually deposited over 
the nickel, and for decorative purposes 
need not be more than 0.00002 in. thick. 
Chromium may also be deposited di- 
rectly on the zinc immersion deposit, 
but if this is done an initial flash must 
first be deposited at 68 deg. F. This is 
followed by a heavier deposit at a high- 
er temperature. 

After the usual copper flash, tin may 
be plated on the zinc deposit from 
either sulfate or sodium stannate 
baths. A flash of nickel may also be de- 
posited on the copper before tin plat- 
ing, but this is not essential. A suitable 
tin plating solution is made up as fol- 
lows: 

Sodium stannate 

Caustic soda 
This solution is used at a temperature 
between 167 and 185 deg. F. The cur- 
rent density is 20 amp./sq. ft. 

Cadmium may be successfully plat- 
ed on the zinc immersion deposit pro- 
vided the pH of the electrolyte is kept 
below 10. The work may be given a 
preliminary strike in a solution con- 
taining 1.25 per cent of cadmium and 
5 per cent total sodium cyanide. After 
one minute in this solution it is trans- 
ferred to a standard bath and plated in 
the usual manner. An alternative 
method is to use a preliminary flash 
of copper or brass and then cadmium 
plate from a solution containing 2.2 
per cent of cadmium oxide and 9 per 
cent of sodium cyanide at a tempera- 
ture between 70 and 95 deg. F. A coat- 
ing 0.0005 in. thick is built up, using a 
current density of 15 to 45 amp./sq. ft. 


Pee a 
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ON FABRICATED WIRE 
ASSEMBLIES FOR BULK 
HANDLING & PROCESSING 


Representative 
baskets, racks 
and crates 
produced by 
Cambridge for 
bulk handling 
ina large, 
modern 
finishing shop. 


for wire 
fabrications 
whenever your | ___ 
products need 
heat treating, 
pickling, 
dipping or 
washing 


Cambridge offers the engineering 
and fabricating facilities to sup- 
ply you with baskets, trays, racks, 
crates or specialized fixtures in 
any metalor alloy ... custom-built 
for your particular requirements. 
Cambridge wire fabrications are 
“‘job-fitted”’ for all types of bulk 
handling and processing to insure 
maximum efficiency. 
For information on the 
complete Cambridge line, 
write for your FREE copy 
of this illustrated bookle?. 


Consult your Cambridge 
Field Engineer on any individual problem. 


There’s a Cambridge Sales Engineering Office near you! 


Cambridge Wire Cloth Co. 
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OFFICES IN 
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Silver may be plated directly on the 
zinc deposit if the operation is done in 
two stages. The first stage is a strike 
in a solution containing 0.3 0z./gal. of 
silver cyanide and 12 oz./gal. of potas- 
sium cyanide. The temperature should 
be between 70 and 80 deg. F. and the 
current density between 10 and 40 
amp./sq. ft. The second stage is to con- 
tinue the plating operation from any 
of the usual silver plating baths, elec- 
trical contact being made with the 
work before it enters the silver solu- 
tion. 

A coating with better resistance to 
corrosion is obtained if a nickel under- 
coat is deposited before plating with 
silver. 

Gold may be plated on to the zinc- 
immersion deposit from the following 
solution; 

LS ae 0.5 oz. troy/gal. 

Total potassium cyanide__3 oz./gal. 

Temperature 

The rare metals—indium, platinum, 





BOOTHCOTE 


Cleans spray booths quickly, 
economically, safely! 


Spray Boothcete on clean booth. 
Surplus paint can then be peeled 
off in sheets by any operator. 
@ Saves time and labor 
@ Time-tested; used for 11 years 
@ Mixed—ready to use 
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®@ Non-inflammable; 
safe to store 


®@ Does not flake off 


Money back trial 
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for Circular. 


Distributors! Write for open territories. 
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66 PRODUCTS FINISHING 


palladium, and rhodium may all be 
plated onto aluminum if a_ nickel 
undercoat is applied first. Standard 
plating baths are employed. 

As with the zinc immersion deposit, 
almost any of the normal plating pro- 
cedures may be used for plating over 
anodic films, the exceptions being 
baths of high pH value which dissolve 
the freshly formed aluminum oxide. 
Copper, nickel, cadmium, brass, and 
silver may all be plated directly onto 
the film. Before the deposition of 
chromium, an undercoat of nickel is 
necessary. 


Plating Racks 


Racks for use in plating aluminum 
should be constructed from commercial 
purity aluminum or from an alloy 
similar to that being plated. Because 
of the low specific gravity of alumi- 
num, positive spring contact should 
be made with the work; the buoyancy 
of the metal in the solution will lead 
to poor electrical contact if this de- 
pends on suspension only. Although 
the appropriate alloy should be used 
for the gripping parts of the racks, 
pure aluminum is advisable for all of 
the main current-carrying members. 

Copper wire and copper alloys 
should never be used on aluminum, as 
copper may dissolve and contaminate 
the bath; also electrolytic action will 
arise between the copper and the work. 

Racks may be stripped of most elec- 
troplates without harming the alumi- 
num by immersing them in a 50 per 
cent by volume solution of nitric acid. 
The oxide film produced on the surface 
by the stripping solutions may be re- 
moved by a light etch in caustic soda 
or in the zinc immersion solution. 
Anodic films may be removed by dip- 
ping in caustic soda or a phosphoric- 
chromic acid solution. 


Acknowledgment 
The writer is indebted to The Aluminum De- 
velopment Association (Great Britain) for 
special permission to use data from ‘“Informa- 
tion Bulletin No. 13’’ in this article. 
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¢ Above: Acme Type LC-20 continuous rotary 
having 20 to 30 continuous revolving spin- 
dies which remain idle at unloading and 
loading stations. This unit has 3 Acme type 
G-3 adjustable floating head lathes. 


© Right: 30” Acme Rotary, 6 station indexing 
machine equipped with 4 adjustable floating 
head and adjustable tail stock arrangement. 


ACME small indexing and continuous rotaries have demonstrated their efficiency 
in cutting costs on many types of high production polishing and buffing jobs in 
many plants. 


; These machines can be furnished in many standard table sizes and indexing stations 
= depending upon the number of polishing and buffing heads required. 


The ACME type G-3 head may be converted to utilize polishing belts with stationary 
or floating back up wheel. 


> Acme Automatics and Semi-Automatics can do a big job in many plants by replac- 
: ing low production, high cost man-hours with high production, low cost machine- 
: hours. 


ED, CME Manufacturing Co. 


Eilbare HOWARD SIT. reper 16, fice. 


Mlords01 AUTOMATIC POLISHING AND BUFFING MACHINES FOR OVER YEARS 
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Recent Developments in Determining 
Degree of Surface Cleanliness 


07 ine with most experience in the fin- 


ishing industry realize that too much im- 

portance cannot be given to metal clean- 

ing operations. It is generally recognized 
that the chemical and physical nature of a 
metallic surface has a marked effect upon the 
quality of any coating applied to the surface. 
It is well known that the presence of grease, 
corrosion products, dirt, and extraneous ma- 
terials affects the adherence and continuity of 
coatings whether of metallic or organic nature. 
Thus, one principle universally recognized is 
that the production of protective coatings of 
high quality is dependent upon the proper and 
thorough pretreatment of the surface of the 
base metal. 

Although surface preparation for finishing 
may involve several processes or steps, clean- 
ing is certainly one important operation in the 
overall sequence. Even though each job gener- 
ally has its own cleaning requirements, there 
should be suitable methods available for deter- 
mining whether ‘clean’ surfaces are being ob- 
tained. In the past, experience concerning the 
effect on subsequent processing operations has 
been probably the one criterion most relied 
upon. Nevertheless, there have been recent de- 
velopments in quantitative techniques for de- 
termination of the degree of cleaniness of a 
metal surface which are of interest to the fin- 
ishing industry. 























Other Installations 
include: 


A. C. Spark Plug 
American Electric Furnace 
Chrysler 

Danahy Packing 

Ford 

General Electric 
International Harvester 
Kaiser-Frazer 

Lincoln 

Midland Steel Products 
Moraine Products 

San Diego Packing 
Standard Brands 











«eon metal cleaning job at 
THE WAGNER MANUFACTURING CO. Sidney,O 


Cinening Cae Uo ot Wagner We Co. 


CLEANING 4500 <apidely varying 1 
shapes is no easy job. The fact that the 

being removed is polishing compound, m 

no easier. Yet the machine designed and b 
Cincinnati Cleaning does a perfect job, 

nates 82 hours of work per «day. The firm’s 
agement Fenoe: “We are very well pleased with: 
the equipment. 

CINCINNATI machines with their unlimited 
applications, can be designed to solve economi- 
cally your particular cleaning problems. Write or 
wire today for full information, without obligation. 


311-25 HECLA ST., IRONTON, OHIO 





POLISHING 


MACHINE 
HIGH SPEED CENTERLESS FEED 


@ For polishing almost any material with 
diameters up to 6", the Production Machine 
gives finer finishes . . . faster. Here's the rea- 
son: Under the abrasive or felt belt is our 
patented herringbone corrugated leather 
cushion belt, which forms high points for cut- 
ting and low points for chip clearance. With 
this exclusive two-belt feature, belt life is 
prolonged and finer, more uniform finishes are 
quickly obtained. Unskilled labor can produce 
satin type finish with abrasive belt, or high 
lustre with felt belt. 

Send us samples of your work, they 

will be finished and returned with full 

laboratory report .. . No obligation. 


4 


‘Dan GAY 


MACHINE COMPANY = GREENFIELD, MASSACHUSETTS, USA 
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Radioactive Tracer Technique 


Work recently reported from the 
Monsanto Chemical Company Labora- 
tories has indicated that the radioac- 
tive tracer technique can be success- 
fully applied in evaluation of cleaning 
compositions. According to the techni- 
que used by the Monsanto research 
workers, J. C. Harris, R. E. Kamp, and 
W. H. Yanko, which was described in 
a recent ASTM Bulletin, the radioac- 
tive tracer technique, as applied to a 
determination of the efficiency of metal 
cleaning, appears to be more sensitive 
than existing methods for estimation 
of soil removal, is quantitative in char- 
acter, and appears to be a distinct ad- 
vance in the art. The availability of 
radioactive compounds has opened the 
field for measurement of trace amounts 
of materials; thus, it would be ex- 
pected that this technique could offer 
considerable promise in metal clean- 
ing studies. 

According to the Monsanto research 
workers, since the oil used in labora- 
tory evaluation of metal cleaners is a 
lubricating oil, it would be preferable 
that any additive used for indicating 
soil should be of a similar type. The 
chemical reactivity or stability of the 
tracer compound should be of the same 
order as shown by petroleum hydro- 
carbons. Also, it was pointed out that 
the half-life of the radioactive element 
used should permit a storage period of 
sufficient length, and the element 
selected should permit ready synthesis 
of the desired organic compound. C-14, 
a soft beta-emitter of very long half- 
life (5300 yr.) was selected for the 
tests for these reasons. 

It was stated that preliminary eva- 
|luation indicated that N, N-di-n-butyl 
| stearamide was soluble in S.A.E. No. 
60 oil, and cquid be synthesized in ade- 
quate yield with good purity. In dis- 
cussing the soiling procedure prior to 
| determination of the efficiency of the 
|metal cleaning operation, the test 
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Korb-Pettit Spiral Woven Wire Conveyor Belts are fabricated 
in suitable metals and mesh sizes for baking, conditioning, heat 
treating, material-handling, processing and washing. Particu- 
larly well adapted to conditions where drainage and the free 
circulation of air are required. K-P Flextrough Belts with 
flanged edges prevent the escape of small parts. Side chains 
can be cmaiaed for sprocket drive. 


K-P Spiral Woven Wire Conveyor Belts increase production 
and sting the maintenance bill at the same time because they 
are backed by superior engineering skill and the accumulated 
experience of many years. 








Consult with the K-P district sales office or write direct. 
Korb-Pettit Wire Fabrics and Iron Works Inc., 1509 North 
Mascher Street, Philadelphia 22, Pa. 
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Belts 
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panels used were described as circular, 
and as having an over-all diameter of 
1 inch, this size being restricted to the 
diameter of the mica window of the 
Geiger-Miiller counter tube. They re- 
sembled pans in that they were drawn 
to a depth of ys in. with a 1/32 in. rim. 
At one point in the rim a small hole 
was drilled to permit vertical suspen- 


Fig. 1—Cleaner assembly used in radioactive 
tracer evaluation technique 
(Photo courtesy ‘‘A.S.T.M. Bulletin’’) 


sion during cleaning or drying. The 
test pieces were vapor degreased prior 
to soiling, dried under an infra-red 
lamp, and stored in a dessicator prior 
to use. Immediately before soiling each 
pan was weighed and counted for 
background. 

The stearamide produced for the 
experiments contained 6.63 micro- 
curies of C-14 per mg. of material. 
When a thin sample was counted 
with the Geiger-Miiller counter (2.2 
mg. per sq. cm. mica window) an 
activity of 4x10° counts per min. 
per mg. was obtained. It was arbitrari- 
ly decided that each test piece should 
have an initial activity of 10° counts 
per minute, and the experimenters de- 
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termined by trial that 25 mg. of soil 
(S.A.E. No. 60 oil plus the substituted 
radioactive stearamide) would ade- 
quately cover the test piece. Thus, on 
this basis, for the desired test program 
99 mg. of oil plus 1 mg. of stearamide 
would provide enough soil for four test 
pieces at the desired level of activity. 

In discussing the technique employ- 
ed, it was stated that carbon tetrach- 
loride was used as the solvent for the 
radioactive stearamide; the required 
volume of solution was added to the 
oil, and then the carbon tetrachloride 
was removed by evaporation before 
application of the soil to the test piece. 
The active mixture was applied to the 
test pieces with a thin glass rod about 
2 mm. in diameter. Use of a rod of this 
size, it was pointed out, permitted the 
rather viscous material to be applied 
in small increments, and also facilitat- 
ed an even distribution of the material 
over the piece. The mixture was well 
stirred before each application, and 
added slowly, with weighing, until the 
25 mg. was reached. 

The detergent solution used in the 
cleaning experiments consisted of: 5 
per cent Santomerse No. 1; 95 per cent 
anhydrous sodium metasilicate. The 
concentration used was 5 per cent by 
weight in distilled water, employing a 
total volume of 35-40 ml., at the boiling 
point. A cleaning time of 5 minutes was 
used. Figure 1 shows the assembly used 
in the cleaning experiments. 

After cleaning, the test specimens 
were given two rinses in boiling distill- 
ed water, and one rinse in running tap 
water. Six dips were used for each hot 
rinse, and approximately 60 sec. was 
allowed for the running tap water 
rinse. The volume of rinse solutions 
used was 50 ml. For drying, specimens 
were suspended under an infra-red 
lamp until completely dry. 

Testing Equipment 


The equipment used by experimen- 
ters Harris, Kamp, and Yanko con- 
sisted of a Geiger-Miiller tube with 
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tener eeeeeeel 


The Alodizing installation at Permanente’s Trentwood, Washington plant. Kaiser Aluminum Shade Screening (shown 
in inset) excludes insects and, venetian-blind-wise, deflects rays of the sun thus reducing room temperatures 


as much as 15° F. without interfering with air circulation. 
This screening is produced by the Permanente Metals Corporation and sold by Permanente Products Company to 


screen manufacturers, distributors and dealers throughout the nation. 


Hlodized | ALUMINUM provides 


Kaiser Aluminum SHADE SCREENING 





ACP 


RUST PROOFING 
AND PAINT BONDING 
Granodine * 
Daridine * 
Alodine * 
Lithoform * 
Thermoil-Granadine % 
RUST REMOVING 
AND PREVENTING 
Deoxsdine * 
Peroline * 
PICKLING 


ACID INHIBITORS 
‘a 


Rodine * 





WITH MAXIMUM PROTECTION 


Kaiser’s new departure in screening, shown above, utilizes 
‘“‘Alodine’’—the new development in metal! protection. ‘‘Alodine’’ 
greatly increases the natural weather resistance of aluminum and 
reduces reflectivity by masking aluminum’s metallic luster with a 
pleasing shade of green. 

Alodizing is a purely chemical process — not an electrolytic one— 
and involves no elaborate apparatus. The coating solution is ap- 
plied rapidly, uniformly and at low cost. Spray, dip, and even 
brush processes make Alodizing available to all kinds of installations; 
and manufacturers of aluminum are Alodizing on a huge scale at 
their mills to supply Alodized sheets and coils to plants lacking 
facilities for treating the metal. 

“‘Rlodine’’ promotes economy in production; and protects the quality 
of finished aluminum products. Insist on Alodizing and Alodized 
aluminum in your own fabrication. Write to us for further information 
on ‘‘Alodine’’. 

* ‘‘Alodine’’ Trade Mark Reg. U. S. Pat. Off. by The American Chemical Paint Company. 
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Fig. 2—Geiger-Miiller tube used in cleaner 
evaluation studies 
(Photo courtesy “‘A.S.T.M. Bulletin’’) 


mica window, 2.4 mg. per sq. cm., 
scaler with scale of 64, timer, and 
sample holder. Figure 2 shows the 
Geiger-Miiller tube; the testing as- 
sembly used is shown in Fig. 3. The 
sample holder was described as essen- 
tially a spring-loaded platform that 
can be lowered so as to insert the 
sample, and then raised to place it 
next to the window. 

It was pointed out that using the 
tracer technique the sensitivity is ap- 
proximately 2 x 10°g. per sq. cm., as 
compared to the approximate limits 
of sensitivity attainable gravimetri- 
Sally of 5 x 10° 
(usual sensitivity 
is 1 x 10-* g.). The 
data given showed 
that gravimetric 
methods of esti- 

Mation of re- 
tained soil gave 
negative results 
on cleaned test 


Fig. 3—Scaler, hold- 
er, and G-M tube as- 
sembly used in appli- 
cation of radioactive 
tracer technique to 
metal cleaning 
studies 
(Photo courtesy 
“A.S.T.M. Bulletin’’) 
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panels. Degreasing methods showed 
no retained soil, and fluorometric 
estimation of the plate and of the 
degreasing liquid gave no indication 
of retained dye. (2 per cent Fluo- 
rescent Green H. W. dye was also in- 
corporated in the oil coating mixture.) 
Table I shows data indicating that 
after subtraction of background count, 
counts still remained at least double to 
quadruple the background, indicating 
a so-called “unclean” condition. 

However, it was pointed out that 
with gravimetric methods sensitive to 
5 x 10°g., and the present method to 
2x 10°g. per sq. cm., it is not entirely 
unexpected that residual soil might be 
found. Another explanation advanced 
for the residual count was that chemi- 
sorption occurred. Since “soil” re- 
mained on the plate, as indicated by 
radioactivity, experiments were 
carried out using repeated washing to 
remove it entirely. Table II indicates 
that background, or zero, count was at- 
tained in from three to five repeated 
washings, indicating that the prefer- 
ential adsorption theory would best 
seem to account for residual radioac- 
tivity. 

An experiment was conducted to de- 
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TABLE I 
GEIGER-MULLER READINGS ON SHEET 
STEEL—CLEANED; SINGLE WASH 
Initial Count After 
Count First Wash* 

31 800 80 

31 572 58 
No. 15 32 752 102 
No. 16 32 331 49 

* Subtract 25 for background correction. 


Sample 


No. 13 
No. 14 














termine whether a clean test panel 
would be contaminated with the radio- 
active amide present in a used clean- 
ing bath. Following the rinsing cycle, 
this panel gave a count within the 
background range which further 
strengthens the chemisorption theory. 

One point brought out was that in 
using steel panels, it was virtually im- 
possible to prevent some degree of 
rusting. Experiments were carried out 
using stainless steel panels, the results 
of which are given in Table III. It is 
apparent here that multiple washings 
also were necessary, but that back- 
ground count was reached about one 
wash sooner than with steel. This, 
again, seems to substantiate the 
chemisorption explanation for retain- 
ed activity. 

A residual count of 275 after the first 
wash would be the equivalent of 45 x 
10°g. of total soil, or 0.45 x 10°g. of 
radioactive amide, both of which are 
beyond the sensitivity of the gravi- 
metric method of estimation. Thus, the 
conclusion drawn by the experiment- 
ers from their work was that on this 
basis, and since the plates are ‘‘clean”, 
so far as previously used methods 
would indicate, the radioactive tracer 
method of evaluation of cleaner effici- 


ency can be used to advantage, pro- 
vided that care is taken to use essen- 
tially the same amount of initial soil 
and to control the washing technique. 
Evaluation of the method indicates 
that the tracer compound technique 
can probably be successfully used in 
evaluation of cleaning compositions, 
although it was suggested that a hy- 
drocarbon-like tracer compound not 
liable to chemisorption be used for 
absolute measurements. Thus, the 
radioactive tracer technique applied to 
metal cleaning is more sensitive than 
existing methods for determination of 
soil removal, is quantitative in charac- 
ter, and appears to be a distinct ad- 
vance in methods of testing cleaner 
efficiency. 


Photographing Fluorescent Oil Resi- 
dues Under Ultraviolet Light 


The importance of having an ade- 
quate method for evaluating alkaline 
cleaners for the removal of contami- 
nants from metal surfaces has been 
recognized by other workers in this 
field. In discussing the use of synthetic 
detergents in metal cleaning opera- 
tions before a 1949 meeting of the 
Niagara Falls, New York, Section of 
the Electrochemical Society, Dr. O. M. 
Morgan, National Aniline Division, 
Allied Chemical & Dye Corporation, 
emphasized the importance of proper 
test methods for determining when a 
metal surface is clean. According to 
Dr. Morgan’s interpretation, the pro- 
perty of removing oil from a metal 
surface is recognized easily; however, 
it is difficult to visualize the quantity 
and distribution of any small amount 





Sample Initial Count 





First Wash 


TABLE II 
GEIGER-MULLER READINGS ON SHEET STEEL—CLEANED; MULTIPLE WASH 


Second Wash 


Count After* 


Third Wash Fourth Wash 





No. 31 800 
No. 31 572 
No. 37 952 
No. 32 331 


* Subtract 25 for background correction. 





27 
42 
28 
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CUT SPRAY PAINTING COSTS 





Speed Up Production 


Eliminate Grief in the Finishing Department 


Often one color after another can be wet painted on many concave, convex or irregu- 
larly shaped three dimensional parts. Eliminate makeshift masking devices. 


ELECTRO-FORMED METAL MASKS 


(Made by patented process) 
Lip Type—Plug Type—Block Cut Out Plane Surface Type 


Faste,, better, more economical than masking tape. Clean, sharply defined letters and 
decorative effects are obtained on intricately designed die castings, stampings, plas- 
tics, etc. Accurate control of painted areas with no fogged edges. Avoids after-wiping 
or buffing off of overspray. The "loose" inside of letters and numerals, such as "0" and 
"6,"" are held in position by arched bridging to effect characters without objectionable 
“ties. @ Can be fitted on fixtures on production lines. Used in production of hundreds 
of nationally known products. 


CONFORMING MATRIX CORPORATION 


356 Toledo Factories Bldg. Toledo 2, Ohio 


| am interested in metal masking shields. Please send without obligation: (] Further 
information. [] Quotation on masks for parts (or prints) which | am forwarding. 
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Street ........ 
City and State 
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Sample Initial Count a: 


First Wash 


TABLE III 
GEIGER-MULLER READINGS ON STAINLESS STEEL—CLEANED; MULTIPLE WASH 


‘Count After* 


Second Wash Third Wash Fourth Wash 





34 212 212 
37 707 243 


38 599 278 
* Subtract 25 for background correction. 


No. 21 





54 33 
42 25 
60 26 


27 








of oil which may remain after the 
cleaning. A method of testing cleaning 
efficiency based on photographing 
fluorescent oil residues under ultravio- 
let light has been developed. 

It is generally recognized that prac- 
tically any alkali is capable of remov- 
ing most of the oil from a metal sur- 
face, and unless a quantitative evalua- 
tion of the residual oil can be made, the 
true value of the metal cleaner is left 
as a matter for conjecture. Develop- 
ments in the light and more active 
metals, such as zinc and aluminum, 
have done a lot to change methods and 
thinking in modern metal cleaning op- 
erations. It was brought out by Dr. 
Morgan that the measurement of one 
of several physical characteristics of 
an alkaline cleaning solution is not 
sufficient to establish quantitatively its 
merit as a cleaning agent. A perform- 
ance test comprising cleaning of uni- 
formly oiled metal samples and obser- 
yation of the residual traces of oil was 
found to be most satisfactory. 


Testing Method 


Mineral oil fluoresces brightly under 
ultraviolet or “black” light to reflect 
a visible white. Animal and vegetable 
oils which do not fluoresce can be made 
to fluoresce by the addition of an oil 
soluble fluorescent dyestuff. Since the 
intensity of the white fluorescence is 
proportional to the amount of oil pre- 
sent, and since clean metal under ultra- 
violet light appears black or nearly so, 
a natural scale of measurement is es- 
tablished. The visible fluorescence is 
capable of being photographed on an 
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ordinary photographic plate, which 
provides a permanent record of the ex- 
tent to which the metal is cleaned. By 
the use of this method, according to Dr. 
Morgan, fine distinctions can be made 
between cleaning compounds. 

In order to prepare uniformly oiled 
metal strips for testing, metal test 
strips, 2 x 4 inches in size, were scrub- 
bed by hand, thoroughly rinsed in 
warm water, rinsed in alcohol and al- 
lowed to dry. Strips of wool flannel, 
1% x 3% inches, were saturated with 
the oil to be employed in the test. A 
mineral oil composition such as is used 
in the rolling of brass has been found 
very satisfactory. The oil-saturated 
wool strips were alternated with the 
metal strips to form a stack, with oil 
saturated wool strips and protecting 
metal plates at top and bottom. 

The stack of plates was placed be- 
tween the jaws of a hydraulic press, 
the edges of the plates having been 
carefully squared up. A pressure of 500 
p.s.i. was applied and maintained until 
no more oil oozed out, the edges being 
constantly wiped with a clean cotton 
cloth. The pressure was then released 
and the strips removed and retained in 
a perfectly horizontal position until 
taken out of the stack, one at a time, 
for the cleaning tests. By this method 
of application, the weight of the oil 
adhering to the surface of the metal 
did not vary more than three per cent. 


Method of Recording Results 


After subjection of the metal test 
plate to the cleaning cycle and com- 
position which it was desired to test, 
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| EVERYTHING YOU NEED | 
IN A RACK COATING! | 


Unichrome Coating 218X—a plastisol- 
provides this top combination of properties 
needed for real service: 


You get the ideal rack protection in Coating 218X. 
For (1) It resists abrasion and impact—so Coating 
218X is not prone to mechanical damage! (2) It 
stands up in acids, and hot alkaline solutions, and 
even degreasers—so you can work it through any 
plating cycle! (3) This coating is easy to apply 
and has unusual adhesion! (4) To cap it all, a 
United Chromium Service Engineer gives you any 
technical help you require to do a top quality 
coating job. 

No wonder Unichrome Coating 218X rates 
“EXCELLENT” in the report of a leading auto- 
motive producer. Another company is covering 
every chromium plating rack in the plant with it. 
A third user affirms never having a coating able 
to take rough handling and hundreds of vapor de- 
greasing cycles like this plastisol! So it goes in 
hundreds of plants—longer service, lower costs. 

. You too can be sure of satisfactory applications. 
Get acquainted with “218X”"—you’ll profit by it. 
Write for more data. 


Nearby applicators can do the coating job for 
you if you have no baking oven. Ask for names. 








Trade Mark Reg. U.S. Pat. Off. 


RACK COATINGS—Products of 
UNITED CHROMIUM, INCORPORATED 


Si East 42nd St., New York 17, N.Y. 
Detroit 7, Mich. . Waterbury 90,Conn. - Chicago 4, Ul. 
Los Angeles 13, Calif. 
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followed by rinsing and drying, the 
plates were placed in a rack of such 
a design that they did not touch each 
other and kept there until such a time 
as it was possible to photograph a com- 
plete series from a given set of experi- 
ments. A diagram of the arrangement 
of the apparatus described by Dr. Mor- 
gan for taking the pictures is shown 
in Fig. 4. 























J 


Fig. 4 — Arrangement for photographing test 
panels used in evaluation of metal cleaner 
efficiency: (A) ultraviolet lamp, Hanovia 
Analytic Model Quartz Lamp; (B) 4 x 5 view 
famera with Wratten K-2 filter and Tri-X film; 
C) slot for camera adjustment; (D) distance 
om camera lens to easel, about 36 inches; 
; (E) easel; (F) metal strips 4 x 2 inches 
{Illustration courtesy Electrochemical Society) 





_ The lamp used provided a powerful 
Source of ultraviolet light, but it was 
pointed out that any strong source of 
ultraviolet light that is properly filter- 
ed to remove essentially all of the visi- 
ble spectrum is satisfactory. The ultra- 
violet radiation was incident to the 
surface of the panels, at an angle of 
45 deg., with the lamp about 30 inches 
from the mid-point of the rack. 

Dr. Morgan presented photographs 
before the Electrochemical Society 
Section, which compared the appear- 
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ances of clean and oiled steel when 
viewed under ultraviolet light. Under 
the invisible ultraviolet a clean metal 
surface appears black, while an oiled 
surface glows with a brilliant fluores- 
cence. The photographs illustrated the 
extremities of the visual scale which 
are established by this test method. 
This technique may be applied to any 
base metal wherein it is desired to 
test the efficiency of the cleaning cycle. 


Water-Spray Pattern 
Method of Evaluation 


During the War a method for per- 
formance evaluation of metal cleaners 
was used at Frankford Arsenal, Phila- 
delphia, which consisted of forming a 
water spray pattern on cleaned panels. 
In general, this method involved coat- 
ing of panels by a controlled dipping 
and drainage technique, followed by a 
carefully controlled cleaning and rins- 
ing operation. The panels were then 
subjected to a fine spray of water, 
which has the effect of sharply de- 
lineating the oil-covered regions. 
Quantitative estimation is made by 
sketching this pattern on paper divided 
into squares and counting the number 
of squares that are free from oil. 
Figure 5 shows a typical cleaning re- 
sult pattern. [See also “Ind. Eng. 
Chem.” Anal Ed. 18, 201 (1946)]. 

In carrying out the test procedure, 
panels are dippec in oil and allowed to 
drain at a 45 deg. angle for one hour. 
It was found that the surface condition 
of the metal panels had a considerable 
bearing on cleaning efficiency. In uti- 
lizing this test to solve specific plant 
cleaning problems panels should be 
selected with surfaces similar to those 
involved in the problem. Following the 
application of the cleaning and rinsing 
cycle that it is desired to evaluate, a 
fine spray of water is directed at the 
panel from a distance of approximately 
2 feet by means of an atomizer con- 
nected to a compressed air line. 

The oil-covered regions on the panel 
are delineated by the condensation 
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Self-contained 
Torit Dust Collectors 


solve dust problem at 
A. J. Thomson Shop 


Economical setups like this, where one 
collector does two full size jobs, are one 
of the many reasons why thousands of 
plants use Torit. The two grinders pic- 
tured above rarely run at thé same time, 
so cutouts in the piping direct the full 
capacity of the collector to either machine. 
Torit Self-contained and portable Torit Dust 
Dust Separators Collectors will fit into your production 
picture. They will save you money both 


Torit also manufactures a line oe oe ’ 
in initial installation and day to day 


of cyclone type dust separa- 
tors. These range in size from operation. For details and the latest 
16 H. P. to 5 H. P. Many are Torit catalog write: 

designed for indoor recircula- 
tion of the filtered air. Pic- 
tured above is a Twin Cyclone 
unit that develops 2100 c.f.m., 
velocity 6000 ft. per min., 
static pressure, 3”. Manufacturing Co. 


314 Walnut St. St. Paul 2, Minn. 
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upon them of fine droplets of water, 
resulting in a pattern which remains 
constant for at least 20 minutes. These 
are sketched on paper ruled into 100 
squares. The number of squares cov- 
ered with water (no droplets conden- 
sed) is counted for each side of the 
panel. Based on the scheme carried out 
in the Arsenal tests, the results obtain- 
ed with five panels, resulting in 10 ob- 
servations, are averaged and this is 
called the cleaning index. 


Water-Break Followed by Plating Test 


Certain tests can be made in the 
laboratory to screen out poorly design- 
ed alkali cleaners. It is generally best 
to make cleaning tests first by soak 
cleaning, then cathodic cleaning, and 
finally anodic cleaning. If test panels 
are to be used, they should be given a 
uniform surface and then coated with 
an oil (engine oil has been used satis- 
factorily). In testing cleaners under 
electrolytic conditions, a current den- 
sity of 10 amp./sq. ft. is preferred be- 
cause differences in alkali cleaners will 
show up greater at low current densi- 
ties, and low current density areas are 
the hardest to clean. 

The water-break method should not 
be the sole criterion for determining 
whether perfect cleaning has been 
done. One supplementary test that has 
been used is to plate the panel with 
bright nickel. After the panel has been 
cleaned to no apparent water-break, it 
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Fig. 5—Typical clean- 
ing results on test 
panels using the 
water spray test 
method: (left) clean- 
ing index 73 (fair); 
(right) cleaning in- 
dex 94 (good) 
(Illustration courtesy 
“Industrial & Engi- 
neering Chemistry’) 


is immersed in a 

10 per cent sul- 

furic acid pickle 
for a few seconds, and then bright 
nickel plated. As a _ general rule, 
if there is unremoved solid dirt, or if 
oil is not completely removed, a poor 
quality plate will result. Solid dirt will 
be evidenced as a haze under the plate, 
and oil residues will cause poor ad- 
hesion, which will be brought out by 
bending the plate. For true evaluation, 
it is good practice to electrolyze the 
cleaners hot for several days and make 
cleaning tests periodically to see if 
there is any decomposition of the 
cleaner. In certain cases, decomposi- 
tion may be evidenced by poor deter- 
gency; in others, it may be brought 
out by the formation of an insoluble 
residue on the work that may be par- 
ticularly noticeable after bright nickel 
plating. 

Although the water-break method 
has been used for a long time as a 
criterion for evaluating metal surface 
cleanliness, it has been subject to criti- 
cism. The test is based on the ability 
of metal surfaces to sustain an unbro- 
ken film of water when “chemically” 
clean. One group of experimenters has 
pointed out that this test is inadequate 
since the water-break pattern is depen- 
dent on the thickness of the water film. 
Thus, smaller and smaller areas su- 
staining a complete water film are ob- 
tained as the water drains from the 
panel. Also, as these areas begin to 
reach a more or less steady state, evap- 
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'¢ LOWER COST 
FINISHING 


WITH 


JUNIOR AUTOMATIC 


POLISHING AND 
BUFFING 
MACHINES 


Users of Hammond Junior Automatics 
report 3 to 7 times faster finishing than 
hand methods. The Operator merely loads 
and unloads the machine, result... . 
faster, better and more uniform finishing, 
more pieces per hour with less operator 
fatigue. 


If finishing costs worry you send one finished and 
several rough samples for a complete engineering 
and production report at no cost 
or obligation. Let us show you 
what a Hammond Junior Auto- 
matic can do on your own work. 


“HAMMOND OF KALAMAZOO 


Good Machinery Since '82" 


1622 DOUGLAS AVENUE * KALAMAZOO, MICHIGAN, U. S. A. 
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oration of the water may become a fac- - 


tor in obscuring the results. It is possi- 
ble that these factors may interfere 
with an accurate estimate of the effici- 
ency of metal cleaners. 


Principles of Detergency 


Detergency or the ability to clean or 
remove organic and inorganic dirt from 
the surface of metal products results 
from many factors. The most impor- 
tant factor in detergency is low inter- 
facial tension between the cleaning 
solution and the metal being cleaned. 
This low interfacial tension enables the 
cleaning solution to loosen and under- 
mine the dirt, as well as break it up 
into globules that can be lifted away 
from the metal surface in the cleaning 
process. Many other factors play a 
part in the efficiency of the metal 
cleaning process; some of these are de- 
flocculation, saponification, and emul- 
sification, but metal cleaning special- 
ists generally consider the ability to 
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displace dirt as the most important 
factor in cleaning operations. With the 
development of scientific methods for 
determining ‘how clean is clean,” a 
better understanding will be had of the 
factors promoting efficiency in produc- 
tion line cleaning operations. 


* * * 


Future Prospects in Paint and 
Varnish Manufacture 


OME of the future prospects in store 

for paint and varnish manufac- 
turers were recently brought out as a 
part of a staff-industry collaborative 
report prepared by W. H. Shearon, Jr. 
of “Industrial and Engineering Chem- 
istry” in cooperation with R. L. Liston 
and W. G. Duhig of Cook Paint and 
Varnish Company, Houston, Texas. 
Among the improvements that have 
been noteworthy in the past few years 
is that of pigments; the classical pig- 
ments show higher color purity and 
uniformity, white pigments are more 
durable and opaque, and there is a host 
of new organic and metallic pigments, 
some having anticorrosive, antibiotic, 
and luminescent properties. 

Likewise, according to the report, 
new drying oils from esterification of 
linseed fatty acid with such polyhydric 
alcohols as sorbitol and polypentae- 
rythritol have shown considerable 
promise; also, the use of milkweed 
seed oil has been suggested. Petrol- 
eum resins, drying oils, solvents, 
and thinners are taking more and more 
prominence in the industry. It was 
shown that where turpentine once 
dominated the thinner market, it 
amounts to only about 20 per cent now; 
others are alcohols, ketones, esters, 
and aromatic hydrocarbons most of 
which are made from petroleum pro- 
ducts. 

The report brought out the impor- 
tant fact that the new light-colored 
hydrocarbon drying oils, predominate- 
ly cyclic in structure, and with iodine 
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This Pipe Has Been Handling 
CORROSIVE, PLATING ROOM. WASTE 
For 25 Years 


FAUCET COMPANY SAYS: 


This Duriron drain line from the 
chromium and nickel plating rooms 
of the Chicago Faucet Company was 
installed in 1924. It is one of hun- 
dreds of Duriron installations giv- 
ing permanent, “no-maintenance” 


service year after year. 


Duriron pipe and npr are avail- 


able in sizes 114”, 2”, 3”, 4”, 5”, 


THE DURIRON CO., INC., 
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DAYTON 1, 


Branch Offices in Principal Cities 


6”, 8”, 10”, 12” and 15”. For further 
information write for bulletin 703. 


Other Duriron equipment for 
handling corrosive plating solutions 
includes: Heat Exchangers—Ask for 
bulletin 1610A, Split-flanged pipe— 
Ask for bulletin 704, Valves—Ask for 
bulletins 615, and 636 and Durco- 
pumps—Ask for bulletin 815. 


Durco Adv. 100 -GM 
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numbers of 180 to 250, indicating three 
to five double bonds per molecule, con- 
stitute a great improvement over the 


‘black or dark-colored petroleum dry- 


ing oils heretofore available, and have 
made possible an expanded field of 
utility in light colored finishes. They 
are generally less expensive than lin- 
seed oil or the cheapest vegetable or 
animal oils. A number of petroleum 
resins have shown considerable prom- 
ise in air-drying and baking varnish 
formulations. It was pointed out that 
although petroleum-derived products 


jhave their limitations, good quality 
|products can be manufactured, eco- 


nomically, by use of the hydrocarbon 
oils in conjunction with linseed and 
other drying oils. 

Progress is being made in supplying 
temperature resistant paints. Work 
done by the Houston Paint and Var- 
nish Production Club on a formula to 
resist temperatures up to 800 deg. F., 
and to withstand exterior exposure has 
indicated that a paint based on an or- 
gano-silicon oxide polymer vehicle and 
pigmented with any of the commonly 
used metallic pigments and/or zinc 
oxide will approach these require- 
ments. Also cited in the report was 
work being done on the use of silicates 
for high temperatures, and progress 
made by the Australians on develop- 
ment of a butyl titanate pigment 
which looks promising for such appli- 
cations. 


The new vinyls, although they may 
be somewhat hard to handle, are gain- 
ing an excellent reputation in the paint 
industry, it was pointed out. It has 
been predicted that future emergencies 
may cause standardization of alkyds 
which will encourage continuous pro- 
cesses, and a greater tendency toward 
larger size kettles; oil-modified alkyds 
will probably continue to increase in 
volume. There will probably be an in- 
creasing tendency on the part of finish 
manufacturers to make their own 
alkyds. 
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Grips Paint- 
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Corrosion 


Applied by a simple dip . . . without electric current . . . Iridite 
quickly forms a tough, corrosion-resistant coating on any zinc 
or cadmium surface. This Iridite film provides superior paint 
adherence by effectively sealing the metal from direct contact 
with the paint, yet grips the paint securely to block chipping, 
flaking, peeling. If paint adherence is your problem, use Iridit:. 


Use the Iridite treatments, too, as a final finish for extreme 
corrosion resistance, or as a bright finish that keeps plated parts 
shining, clear of stains. Also available in dyed colors. 
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Another trend in the manufacture 

of modern industrial finishes is the ap- 
plication of proper testing procedures 
to the selection of raw materials. When 
paints are made to rigid and reproduc- 
ible specifications, as are many indus- 
trial finishes and formulas covered by 
government specifications, testing of 
raw materials becomes especially im- 
portant. In general, many of the color 
pigments which are manufactured 
batchwise require complete tests as 
there may be considerable variation 
between batches. Other raw materials, 
-after proper selection, may not require 
‘continued elaborate testing. In discuss- 
‘ing the tests made at the Cook Paint 
‘and Varnish plant, it was stated that 
pigment tests used were for strength, 
cleanliness, tone, and so on. Oils are 
tested principally for water content 
and gelation properties; tung oil parti- 
cularly is tested, as most of it is re- 
ceived from China and its composition 
is sometimes not reliable. 

Laboratory tests on finished paints 
and varnishes usually involve deter- 
mination of application characteris- 
tics, such as spraying, brushing, dip- 
ping, drying time, texture, viscosity, 
weight per gallon, and such surface 
characteristics as gloss and reflect- 
ance. In some finishes, other tests such 
as water resistance, flexibility, wear 
resistance, and adhesion are important. 
These tests all contribute to the overall 
goal of the present-day industrial 


finish manufacturer—the production 
of the best type of surface coating fora 
particular purpose. 


* * * 


Plated Products from the 
Consumer’s Viewpoint 


W HAT does a customer look for in 
a plated article? Actually, what 
he usually wants to see is his own 
image in a flawless mirror surface, and 
he wants that surface to last for a life- 
time. This was the viewpoint presented 
by Thor H. Westby and Robert E. 
Parkinson, Merchandise Testing and 
Development Laboratories, Sears Roe- 
buck and Company, before the sym- 
posium on the business of plating at 
the opening session of the 36th Annual 
Electroplaters’ Society Convention, 
held in Milwaukee. It was pointed out 
that appearance and durability of that 
appearance are the principal factors 
for the selection of plating in competi- 
tion with other coatings or finishes. 
There are, however, many functional 
applications of plating where plating 
is chosen because of its durability in 
the sense of actual protection of the 
article from destruction or where other 
properties of metallic coatings are im- 
portant, such as ductility, conductivi- 
ty, and wear resistance. 

Sears Roebuck and Company Lab- 
oratories depend on the A.S.T.M. 
standards for test procedures and use 








For Processing * Varnish Baking * Paint and 
Lacquer Drying * Lithographing and Decorat- 
ing. Batch or Conveyor Types for any fuel. Write 
for Bulletin 5. 


YOUNG BROTHERS COMPANY 


2011 Park Ave. 


Detroit 26, Mich. 
Established 1896 
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them as bases for specifications. How- 
ever, Westby and Parkinson empha- 
sized the importance of cooperation be- 
tween platers and customers to estab- 
lish uniform standards of quality, and 
to supplement laboratory methods of 
test, such as plating thickness meas- 
urements and salt spray tests, with 
actual. field service experience. 

In discussing automobile accessor- 
ies, Westby and Parkinson stated that 
they have set up specifications in terms 
of plating thickness and salt spray 
corrosion resistance, taking into ac- 
count the position where the accessory 
is to be exposed; on the exterior at 
bumper level where exposure is very 
severe; on the exterior at the body 
level where exposure is less severe; 
and on the interior of the car where 
exposure is mild. In addition, a system 
of grade labeling has been instituted 
so that the consumer can judge what 
service he can expect from the plate 
on the article. 





Speed Industrial 
Drying, Baking 
and Heating 


Engineered for production use, Nalco Infra-Red 
Lamps with long-lasting carbon filaments give 


less glare, more penetrating heat . . . assure 
completed jobs at a faster rate—and at a much 
lower cost. 

From single units, strips and portable units to 
banks and ovens, Nalco Infra-Red Lamps and 
units can be "'tailored'’ to speed up your pro- 
duction. 

Write for ''Drying Problems 
Made Easy" 


NORTH AMERICAN 
Electric Lamp Cs. 


ST. LOUIS 6, MO. 





1020 TYLER ST. 
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For severe exterior corrosion the 
best quality is called ‘“‘Lifeware Plate”, 
which on steel must meet the specifi- 
cations of 0.00125 inch nickel plus 
0.00001 inch chromium and must with- 
stand a 100 hour salt spray test. For 
moderate service requirements an in- 
termediate quality plate called ‘Triple 
Plate’ is required. This must meet 
specifications of 0.00075 inch of nickel 
plus 0.0000075 inch of chromium. This 
plated product must withstand 75 
hours in the salt spray. For mild ser- 
vice, the minimum requirement is 
0.0004 inch of nickel plus 0.000005 inch 
of chromium; this plate is required to 
pass a 24 hour salt spray test. It was 
pointed out that on brass, the specifi- 
cations for salt spray and chromium 
thickness are the same, but the nickel 
thicknesses required are 0.0006 inch, 
0.0004 inch, and 0.0002 inch for the 
three grades respectively. 
Specifications for electrodeposited 
coatings on copper alloys for plumbing 
which were given by Westby and 
Parkinson are outlined below: 
Nickel Thickness Salt Spray 
Extremely severe service 
0.0005 inch min. 
Severe service 

0.0003 inch min. 
General service 

0.0002 inch min. 
Mild service 

0.0001 inch min. 50 hr. 
In all cases, 0.0000010 inch of chromi- 
um is required. In the case of these pro- 
ducts it was stated that plating thick- 
ness is considered more important than 
salt spray, since failures are due more 
to abrasive wear than to corrosion. 


150 hr. 
100 hr. 


75 hr. 


* * * 


Oxygen-Convertible Alkyd 
Resins From Glycerol 
Alpha-Allyl Ether 


XYGEN-convertible alkyd resins 
with excellent properties have 
been synthesized from petroleum as the 
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HOW @ master Lock comPANY 


cut metal cleaner consumption 33!% 
-e with PENNSALT CLEANERS 


The Master Lock Company, big name in 
the padlock industry, was looking for a 
metal cleaner that could do a universal 
cleaning job prior to plating. This cleaner 
had to remove oils from steel and brass 
parts in washers, in barrel cleaning, in 
soak cleaning, and electro tank cleaning 
equipment. Typical parts are shown above. 
The Pennsalt field technician recom- 
mended a streamlined cleaning procedure 
built around one of Pennsalt’s fused 
alkaline cleaners. 

Then things really came clean. Cleaning 
material consumption was cut 14! In com- 
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parison to the previous cleaner, Pennsalt 
gave better results for less money. 


That’s the kind of service manufacturers 
are getting from Pennsalt. And the kind 
of economical result:-—production costs 
cut! Check your Pennsalt representative, 
he can give you the full story on the 
Pennsalt Metal Preparation Service. Or 
write: Special Chemicals Division, 
Pennsylvania Salt Manufacturing Com- 
pany, Philadelphia 7, Pa. 
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metal cleaning compounds 
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only required source of organic matter 
by reaction of glycerol apha-allyl ether 
with phthalic or succinic acids under 
conditions to form polyesters. Based on 
data presented by H. Dannenberg, T. 
F. Bradley, and T. W. Evans of Shell 
Development Company in a paper be- 
fore the Division of Paint, Varnish, and 
Plastics Chemistry at the 113th Meet- 
ing of the American Chemical Society, 
Chicago, surface coatings made from 
the polyesters have outstanding pro- 
perties in applications where elevated 
temperature can be used for forced 
drying or baking of the films. Conver- 
sion at room temperature is possible 
but relatively slow. 

The properties of the coatings can be 
varied within wide limits by the choice 
of dibasic acid. According to the report 
by the Shell research workers, tough- 
ness and high chemical resistance are 
introduced by phthalic anhydride; 
hardness and abrasion resistance by 
succinic acid; softness and flexibility 
by adipic acid or alkenylsuccinic acids. 
It is also possible to incorporate drying 
fatty acids into glycerol alpha-allyl 


ether esters or to modify conventional _ 


alkyd resins by replacing part of the 
glycerol by glycerol alpha-allyl ether. 
Drying times and baking schedules 
vary with the nature of the polyesters 
as well as with the amount and com- 
position of the drier. Coatings on a 
variety of different metals have been 
produced with satisfactory adherence. 


Weather resistance comparison tests 
were carried out with glycerol alpha- 
allyl ether phthalate and succinate. 
The life in a twin-arc Weatherometer 
was 1500 hours or more. In outdoor ex- 
posure tests conducted at Oakland, 
California, it was reported that the 
glycerol alpha-allyl ether derivatives 
as well as the alkyd were still in ex- 
cellent condition after 6 months. The 
derivative finishes were also reported 
to be practically immune to common 
solvents and only temporarily softened 
by boiling water. A white baking 
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enamel based on glycerol alpha-ether 
phthalate showed superior heat aging 
stability when compared to a high 
grade, commercially available white 
baking enamel (urea-formaldehyde 
soybean oil alkyd type). 

With reference to physical proper- 
ties of the new finishes it was reported 
that the glycerol alpha-allyl ether 
phthalate showed unusual hardness. 
When compared with the alkyd resin, 
the abrasion resistance of the succinate 
was about 8 times as high, the falling- 
sand hardness 2.5 times, the scratch 
hardness 1.6 times as high, and the 
rocker hardness the same. These tests 
indicate that the hardness of the coat- 
ing is elastic; it yields to deformation 
but is resistant to surface injury. The 
phthalate derivative showed better 
hardness that the alkyd resin, along 
with good flexibility and toughness. 


Buhl Optical Inspection Instruments. 
Illustrated data sheets describing the 
Buhl S-129 Pocket Microscope (40 to 60 
power), S-152 Handi-Scope (20 power), 
and the S-42 Magniprox Desk Magnifier, 
together with specifications, prices, and 
operating information, are available from 
the Buhl Optical Co., Desk T-166, 1009 
Beech Ave., Pittsburgh 12, Pennsylvania. 


Stonhard Stoncote, an acid-resistant 
coating for floors, walls, machinery, 
and so on, is discussed in a folder 
issued by the Stonhard Co., 500 Stonhard 
Bldg., Dept. PF, 1306 Spring Garden St., 
Philadelphia 23, Pa. Properties, uses, and 
results are described. 


‘*How Canadair Uses Liquid Envelope,”’ 
a 24-page book prepared by Better Fin- 
ishes and Coatings, Inc., 268 Doremus 
Ave., Newark 5, N. J., is essentially a 
picture record of the many metal fabri- 
cating and assembly operations in the 
Canadair plant where ‘‘Liquid Envelope,’’ 
a peelable, protective plastic coating, 
cuts scrap losses and improves product 
quality. 
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FOR 
ELACK 
OXIDIZING 


Du-Lite is the “tried and true” method for black 
oxidizing all parts of steel except stainless. Du-Lite 
is used for its attractive, rust-resistant finish on 
many parts for typewriters, business machines, 
fire arms, cameras, binoculars, razor blade holders, 
filters, aircraft engines, spark plugs, and many 
others. If this listing suggests that Du- Lite could 
advantageously be used on your product, do not 
hesitate to call for one of our qualified, technical 
field men. They are located within easy distance 


», TH £ of all industrial centers. 


“DU-LITE 


CHEMICAL CORPORATION 


100 RIVER ROAD — MIDDLETOWN, CONNECTICUT 


DO IT RIGHT WITH DU-LITE 
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. COMPANIES 


Graduate and undergraduate students 
in U. S. A. and Canadian Ceramic and 
Ceramic Engineering Schools have been 
invited to enter a 
Thousand Dollar 
Award Contest be- 
ing sponsored by 
the Central Re- 
search Division of 
FERRO ENAMEL 
CORPORA - 
TION, Cleveland, 
Ohio. 

The company 
will award five 
prizes for the best 
papers written by 
students on any 
phase of technol- 
ogy related to por- 
celain enameling 
of metal. The first 
award will be for 
$500.00; the second 
for $300.00; the 
third, $100.00, and fourth and fifth, $50.00 
each. 

The contest will close at midnight on 
March 15, 1950, and prizes will be an- 
nounced at the 52nd Annual Meeting of 
the American Ceramic Society which will 
—" in New York, N. Y., on April 24, 


Dr. G. H. McIntyre 


Judges are Charles S. Pearce, Secre- 


tary, The American Ceramic Society, 
Edward Mackasek, Porcelain Enamel 
Institute, and Dr. G. H. McIntyre, Ferro 
Enamel Corporation. 

Dr. McIntyre has announced that his 
company is sponsoring the contest to 
stimulate the interest of university stu- 
dents in the science and technology of 
porcelain enameling of metals. The com- 
pany he represents maintains several 
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laboratories devoted to the study of basic 
porcelain enamel ingredients; supports 
a university-supervised program for the 
development of new products related to 
porcelain enamel; and also maintains a 
design-staff for the advancement of 
equipment suitable for the process. 

Rules governing the contest are avail- 
able from the Ferro Enamel Corporation, 
or from any Ceramic or Ceramic Engi- 
neering School. 

Papers submitted for consideration 
should be sent to Dr. G. H. McIntyre, 
vice-president and director of research, 
Ferro Enamel Corporation, 4150 East 56th 
Street, Cleveland 5, Ohio. 


THE MINNESOTA MINING & MANU- 
FACTURING CO., St. Paul 6, Minn., is 
now occupying two new combination 
branch office and warehouse units, one in 
Grand Rapids, Michigan, and the other in 
Ridgefield, New Jersey, which will serve 
the entire New York area and eliminate 
the present branch at 155 Avenue of the 
Americas, New York City. 

Served by a rail siding and complete 
truck loading facilities, the Grand Rapids 
building contains approximately 10,000 
square feet of floor space, and the Ridge- 
field branch, 53,500 square feet. 


REXTON FINISHES, INCORPO- 
RATED, 62 Woolsey St., Irvington 11, 
N. J., has been formed to produce spe- 
cialized technical coatings. 

Heading the company will be Albert A. 
Miesem, who will have associated with 
him S. A. Metrick, W. H. Stephens, R. V. 
Kirk, R. K. Hungerford, Paul Andersen, 
G. F. Caskey, W. G. Mengel, and P. J. 
Thouluc, all of whom have had extensive 
experience in the lacquer and synthetic 
finish business. 
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Another Customers’ Products Exhibit 
and Open House is announced by MAAS 
& WALDSTEIN CO., Newark, New 
Jersey, manufacturer of lacquers and 
synthetic enamels. 

The exhibit, which began on October 17, 
is to continue for one month. Considerable 
space has been provided in the company’s 
main offices at 438 Riverside Avenue, 
Newark, New Jersey, where the exhibit 
is being held from 3 p.m. to 5 p.m., and 
7 p.m. to 9 p.m. daily except Saturday and 
Sunday. 

Numerous articles that have been 
manufactured in the production line and 
finished with M & W lacquer and syn- 
thetic enamels show the extremely wide 
variety of products being used by manu- 
facturers today on practically everything 
from diaper pins to caskets. 

Regular guided tours are being made by 
a staff of attendants and the prerequi- 
sites for organic coatings to be used on 
those products displayed are being thor- 
oughly discussed. 

Maas & Waldstein Co. cordially wel- 
comes those who wish to attend and re- 
quests that letters be sent to the company 
at 438 Riverside Avenue, Newark 4, New 
Jersey, for invitations. 


John F. McCann and VeDell E. Guern- 
sey have assumed ownership of the Su- 
perior Plating and Polishing Works, 77 
Hickory Street, Johnstown, Pennsyl- 
vania. The business will be continued as 
the JOHNSTOWN PLATING COM- 
PANY. Complete facilities are available 
for plating industrial and decorative 
chrome, nickel, zinc, silver, cadmium, and 
copper. Mr. McCann and Mr. Guernsey 
were formerly associated with the Elec- 
trochemical Department of the Western 
Electric Company, Baltimore, Maryland, 
as electro-chemical development engi- 
neers. In addition to electroplating, both 
men have had considerable experience in 
ee and electroforming 
fields. 





Creation of an associated company, 
AFFILIATED FURNACE & ENGI- 
NEERING INC., has been announced by 
Charles E. Stone, president of Chemsteel 
Construction Co., Inc. The company will 
specialize in design, construction, and 
maintenance of industrial furnaces, and 
offices will be maintained at 5428 Walnut 
Street, Pittsburgh, Pennsylvania, with 
Chemsteel. 

Officers are: Arthur M. Krieger, presi- 
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Charles E. Stone, Arthur M. Krieger 


dent and general manager; Clarence B. 
Avery, vice president, engineering; Mer- 
rill A. Stewart, vice president, construc- 
tion; and Charles E. Stone, secretary- 
treasurer. 


Chlorinated rubber, nitrocellulose, and 
new and improved synthetic resins— 
bases for protective coatings of top qual- 
ity performance—were some of the prod- 
ucts included in HERCULES POWDER 
COMPANY ’S exhibit at the Paint Indus- 
tries Show held in Atlantic City, Novem- 
ber 2-5. 

The exhibit exemplified the wide va- 
riety of chemicals for the paint, varnish, 
and lacquer industries which have been 
developed in Hercules research laborator- 
ies. 

Typical of the chemicals on display 
were ‘‘Parlon’’, Hercules chlorinated 
rubber, which is receiving considerable 
attention from the paint industry. Chlo- 
inated rubber-based paints can be form- 
ulated to have outstanding resistance 
to acids, alkalies, and other agents which 
commonly destroy surfaces treated with 
conventional paints. The chlorinated 
rubber-based paints can be applied to 
metal or concrete surfaces and are avail- 
able in a wide range of colors. 

Besides refinements in rosin itself and 
the development of terpene chemicals, 
Hercules also produces a wide variety of 
synthetic resins based primarily on rosin 
and other basic raw materials. 

Included among the synthetic resins 
were representatives of the ‘‘Cellolyns’’ 
and the ‘‘Pentalyns.’’ Newest addition to 
the ‘“‘Cellolyn’’ family is ‘‘Cellolyn’’ 502, 
which is finding wide application in the 
manufacture of superior high-baking 
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white finishes. These finishes are used on 
refrigerators, washing machines, stoves, 
and similar items. 

The ‘“‘Pentalyn’”’ Resins, which were on 
display, are another example of resins de- 
signed for a special objective. These 
pentaerythritol esters of rosin make it 
possible for varnish makers to by-pass 
eurrent tung oil shortages. 





REICHHOLD CHEMICALS, INC., De- 
troit, Mich., and the DIAMOND ALKALI 
CO., Cleveland, Ohio, have announced a 
cooperative venture for the further devel- 
opment of Reichhold’s phenol operation 
in Tuscaloosa, Alabama. Under the plan, 
it is contemplated that the physical as- 
sets and operation of the Tuscaloosa 
plant will be transferred to a new Ala- 
bama corporation. P. J. Ryan, who is the 
Reichhold vice president and general 
manager at Tuscaloosa, will continue to 
direct the operation of that plant. 


COMMERCIAL FILTERS CORP., Bos- 
ton 27, Mass., manufacturer of Fulflo Fil- 
ters and Cartridges for the microscopic 
filtration of all industrial and commercial 
fluids, has opened a Midwestern sales 
office at 608 West Washington Boulevard, 
Chicago. The new office will be in charge 
of Walter H. Magee. 


NEW POSITIONS 


Appointment of E. H. EHLERT as 
region manager of industrial cleaning 
equipment and chemical sales for mid- 
western states has been announced by L. 
Camel, sales manager of the industrial 
division of Detrex Corporation, Detroit 32, 
Michigan. 

Mr Ehlert, whose headquarters will be 
in Chicago, studied mechanical engineer- 
ing at Case School of Applied Science and 
was in business for himself for ten years 
before he joined the field sales and ser- 
vice staff of Detrex in 1943. Here he ob- 
tained wide experience in the solution of 
industrial processing problems involving 
both solvent-vapor degreasing and alkali 
cleaning. 

In 1948 he was made manager of the 
Detroit industrial sales office, in which 
capacity he correlated sales with engi- 
neering work on all large cleaning and 
processing equipment designs and instal- 
lations. 
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W. J. MILLER, who also joined De- 
trex early in 1943, has been placed in 
charge of the field application of Detrex 
alkali and emulsion cleaning compounds 
and coating materials for the Midwest- 
ern states. He has had broad experience 
in the sale and servicing of all types of 
industrial cleaning chemicals and equip- 
ment. 





Burke B. Roche, 
president, Binks 
Manufactur- 
ing Company, has 
announced the ap- 
pointment of E. J. 
CREMER as man- 
ager of the new 
Binks sales and 
engineering office, 
located in Suite 
4202, Empire State 
Building, 350 Fifth 
Ave., New York 1, 
N. Y. This office 
will serve as prin- 
cipal headquarters 
on the = Atlantic 
Seaboard. 

Mr. Cremer is an 
industrial engineer with an _ excellent 
background in the field, gained through 
his work in the Binks engineering depart- 
ment and industrial sales division. 


E. J. Cremer 


G. J. Berry, vice president and sales 
manager of The Electric Products Co., 
Cleveland, Ohio, has announced the ap- 
pointment of E. G. SCHROEDER to the 
position of field sales manager. In his 
new position Mr, Schroeder will supervise 
all district sales activities. 

Joining The Electric Products Company 
in October, 1945 as head of the Detroit dis- 
trict office, Mr. Schroeder formerly was 
associated with the New York State Elec- 
tric and Gas Corporation and the Gen- 
eral Electric Company. 


American Cyanamid Co., 30 Rockefeller 
Plaza, New York 20, N. Y., has announced 
the appointment of DR. L. P. MOORE 
as manager of its New Products Develop- 
ment Department. The firm has also an- 
nounced the appointment of DR. E. W. 
COOK as its European technical repre- 
sentative. 
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FAST ° DEPENDABLE 
ECONOMICAL 


Die castings and paint need something between 
them to keep them together! 

Bonderite creates a layer of nonmetallic crystals on 
die-cast surfaces; a layer that is part of the metal 
itself. Bonderite resists under film corrosion, pro- 
vides a perfect anchor for paint, ends peeling and 
lifting of the organic finish. Bonderite-treated die 
castings hold their factory-created fine appearance. 
Bonderite treatment prior to painting is simple and 
uniform in performance, effective in results, eco- 
nomical in cost, and fast enough to match any pro- 
duction line’s pace 

Bonderite your die castings before you paint. 


OUR TECHNICAL BULLETIN 
TELLS THE STORY 


Get full information on Bonderite for die castings. 
Write today for Free technical bulletin. 


Bonderite, Parco, Parco Lubrite—Reg. U. S. Pat. Off. 








BONDERITE—Corrosion Resistant Paint Base e 


—_ ~ s 
i ee 


PARKER RUST PROOF COMPANY 
a 2172 East Milwaukee Ave. 
Tern, Detroit 11, Michigan ssi 


¢ POR RO ae aS 


PARCO COMPOUND—Rust Resistant 


PARCO LUBRITE—Wear Resistant for Friction Surfaces 
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Through L. H. Miller, manager of the 
Liquid Plastics Division, the Ferro 
Enamel Corp., Cleveland, Ohio, has an- 
nounced the appointment of representa- 


O. P. Taylor, G. J. O’Roark 


tives in Ohio and Illinois. 

O. P. TAYLOR will handle the sale of 
Vedoc organic industrial finishes in the 
northern Ohio territory, with headquar- 
ters at Clyde, Ohio. 

G. J. O’ROARK will act in a similar ca- 
pacity in the Chicago territory. His head- 
quarters will be in the Chicago district 
offices of Ferro Enamel Corporation, par- 
ent firm of Liquid Plastics Division, lo- 
cated at 336 North Central Avenue. 


According to an announcement, 
VERNE VERZIER has joined The Rob- 
erts Rouge Co., Stratford, Conn. Recog- 
Nized as one of the outstanding authori- 
ties on glue chemistry and abrasives, he 
is a graduate of RPI, a licensed profes- 
Sional engineer, and a member of the 
Electrochemical Society, American Chem- 
feal Society, and the American Electro- 
Pplaters’ Society. 

Mr. Verzier was formerly associated 
with the Lea Manufacturing Company 
and the Lupomatic Tumbling Barrel 
Company. 


E. S. Nickerson, general manager of 
the Fabrics and Finishes Department of 
the Du Pont Company, has announced 
the appointment of DR. GEORGE D. 
GRAVES as director of the department’s 
chemical division. He succeeds John Mar- 
shall, who died on August 27. The two as- 
sistant directors are DR. J. DORMAN 
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McBURNEY and JAMES B. BULLITT, 
JR., former director of the Philadelphia 
laboratory. 

Dr. Graves has been associated with the 
Du Pont Company for more than 22 
years, and since 1945 has been assistant 
director of the chemical division of the 
Plastics Department. 


Leo Sklarz, sales manager, Pigment 
Department, American Cyanamid Com- 
pany, Calco Chemical Division, has an- 
nounced the appointment of ELMER 
CARLING as an assistant sales manager. 

Mr. Carling who was, prior to his new 
appointment, Eastern regional sales man- 
ager will be located at the main office 
of the Pigment Department at Bound 
Brook, N. J. 

Announcement was also made of the 
appointment of CLIFFORD D. SIVERD, 
assistant eastern regional manager, to 
succeed Mr. Carling as eastern regional 
sales manager with offices at 48 West 38th 
Street. 

JOHN DIETZE, a graduate industrial 
engineer who joined Calco in 1947, has 
been appointed sales representative in the 
metropolitan territory. 


WALTER PASCOE, a recent graduate 
of Penn State College, has accepted a 
position in the Research Laboratory at 
The Atlas Mineral Products Company, 
Mertztown, Pennsylvania. 


Link- Belt Com- 
pany, Minneapolis 
plant, announces 
the opening of a 
district sales office 
in Duluth, Minne- 
sota, with head- 
quarters at 422 
Board of Trade 
Building, 301 West 
First Street, Du- 
luth (2). 

JOHN E. MOR- 
RISON, formerly 
district sales engi- 
neer at Chicago 
and Minneapolis, has been appointed 
district manager in charge of the new 
office. He will be assisted by HAROLD 
A. IVARSON, who has been transferred 
from the Link-Belt plant in Minneapolis, 
where he handled the city desk and called 
on customers locally. 


John E. Morrison 
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Alibis are not needed for BUNATOL No. 1000 Paste rack 
insulation. It does a real job and excuses are not necessary. 
Actual results out in the shop tell the story. 


You should get the facts about No. 1000 Paste. It’s low in 
price and easy and simple to use. In labor, time and cost, 
rack insulation is simplified. The only unusual point is that 
an oven is required to bake the insulation. 


Very long insulation life is another factor. One of the very 
large shops where they use BUNATOL advises us that fre- 
quently racks wear out before the insulation. In every case 
No. 1000 long outwears any of the ordinary kind. 


No. 1000 Paste is 100% solids plastisol. There is no evapor- 
ation loss. The insulation is thick and very tough, and not 
only withstands all plating solutions but rinses freely and 
does not drag out. 


Regardless of what insulation you are now using investigate 
BUNATOL. Send us a rack and we will insulate it without 
charge so you can run an actual shop test. Do this now. 


Nelson J. Quinn Company, Toledo 7, Ohio 
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The following promotions in manage- 
ment of the Minnesota Mining & Manu- 
facturing Co., St. Paul 6, Minn., have 
been announced: 


Richard P. Carlton, William L. McKnight 


WILLIAM L. McKNIGHT, president of 
the firm since 1929, has been elected to 
the newly created post of chairman of 
the board. His successor to the presi- 
dency is RICHARD P. CARLTON, for- 
mer executive vice president in charge of 
research, engineering, and manufactur- 


ing. 
ARCHIBALD G. BUSH, former execu- 
tive vice president and director of mar- 


keting and distribution, has become 
chairman of the executive committee. 

Also named were two new executive 
vice presidents, GEORGE H. HALPIN 
and HERBERT P. BUETOW. Mr. Hal- 
pin, former vice president of sales, will 
continue to direct sales activities, and Mr. 
Buetow, treasurer since 1939, becomes 
executive vice president in charge of 
finance. 


IRA ROSIN, of 3751 Prospect Avenue, 
Cleveland 15, Ohio has been appointed 
sales representative in the Cleveland 
territory for The Barnstead Still & Steri- 
lizer Company of Boston, Massachusetts. 


T. M. Bohen, president of Whitehead 
Metal Products Company, Inc., a subsidi- 
ary of International Nickel Company, 
Inc., has announced that CLAYTON D. 
GROVER, vice president, has been elected 


102 PRODUCTS FINISHING 


a director of the company. 

Associated with International Nickel 
since 1925 and with Whitehead since 1927, 
Mr. Grover is the author of several tech- 
nical publications and is a member of the 
American Chemical Society, American 
Society for Metals, American Association 
for Advancement of Science, and Na- 
tional Sales Executives Club. 


George L. Wirtz, president of the At- 
las Products Company, Mertztown, Penn- 
sylvania, has announced that A. MYLES 
YOUNGER has been elected vice pres- 
ident in charge of sales. Mr. Younger 
joined the firm as a chemical engineer in 
1939 and in the interim has held positions 
as Midwest sales manager, plant manager 
of the California plant, general manager 
of the Texas Division, and general sales 
manager. 


E. W. ALLISON has been elected secre- 
tary-treasurer of Detrex Corporation, 
Detroit 32, Michigan, manufacturer of in- 
dustrial and dry- 
cleaning equipment 
and chemicals, ac- 
cording to an an- 
nouncement by A. 
O. Thalacker, vice- 
president and gen- 
eral manager. 

Mr. Allison, who 
has been with the 
company since 
1941, has progres- 
sively advanced 
through the Legal 
Department, and 
the positions of as- 
sistant secretary 
and secretary of 
the company. In 
addition to taking 
charge of the 
financial operations 
of the company, in- 
cluding the accounting and credit depart- 
ments, he retains his duties as secretary 
with supervision over the legal and per- 
sonnel departments. 

Prior to joining Detrex, Mr. Allison 
graduated from the University of Michi- 
gan Law School, from which he holds 
A.B. and J.D. degrees, and spent six 
years with a Detroit law firm. 

G. E. POWERS, whom he succeeds, has 
retired after 25 years with the company. 


E. W. Allison 
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Young and Bertke Industrial Ovens and Fin- 

ishing Systems are carefully planned to give 

you the most for your money. Each instal- 

lation is considered as an individual prob- 

lem and is designed to give you the best 

and most economical method of instal- 

lation and higher production at lower 
operating cost. 

You can be sure that Young & 

Bertke Ovens and Finishing Systems 

are efficient and economical. So no 

matter what your oven and finishing 

problems are—baking, japanning, lac- 

quering, enameling, drying, etc., for rack, 

conveyor, vertical, horizontal or tunnel 

types—there is a Young & Bertke oven to 

fit your exact needs. We feature Burdett 

“Infra-Red Principal” gas-burning installations 
for ovens. Write us today. 


1124 BUCK STREET CINCINNATI 14, OHIO 
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To Mr. Powers goes credit for the sound 
financial condition of the company which 
has grown to a business that is inter- 
national in scope, having patents in 17 
foreign countries. Mr. Powers will act as 
consultant on financial matters and will 
remain on the board of directors. 


Highlight of the Grand Rapids Varnish 
Corporation’s annual sales convention, 
held in Grand Rapids, Michigan, Septem- 
ber 27 and 28, was the presentation of 
awards to salesmen with outstanding ser- 
vice records. EVERETT BRYANT, High 
Point territory salesman, was presented 
with a sterling silver tea and coffee ser- 
vice commemorating 25 years with the 
corporation. 

Other salesmen especially honored were 
HAROLD WORTH, Grand Rapids repre- 
sentative with 30 years’ service, and ROY 
COOK, Pennsylvania salesman with 31 
years’ service. Special service award 
plaques were presented to others with 
over 5 years’ association with the com- 
pany. 


MEETINGS 


The PHILADELPHIA BRANCH of the 
AMERICAN ELECTROPLATERYS’ SO- 
CIETY will hold its Annual Educational 
Session and Banquet at the Broadwood 
Hotel, Broad & Wood Sts., Philadelphia, 
on Saturday, November 19, 1949. 
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Joseph Hager (left) vice president, 
and Howard Lawrence (right), 
president of the Grand Rapids Var- 
nish Corporation, are shown pre- 
senting Everett Bryant (center) with 
a sterling silver tea and coffee ser- 
vice in recognition of 25 years’ 
service with the corporation. 


The educational session will 
begin at 1:30 p.m. and the 
speakers will be: Dr. William 
Blum, Chief, Electrodeposition 
Section, National Bureau of 
Standards, Washington, ‘New 
Directions for Research in Elec- 
trodeposition’’; Alfred Douty, 
Chief Chemist, American Chem- 

ical Paint Co., Ambler, Pa., ‘‘Pickling, In- 
hibitors, and Embrittlement’’; and Henry 
Mahlstedt, Sales Manager, Electrodeposi- 
tion Division, United Chromium, Inc., 
New York, ‘‘Chromium Plating.’’ 

The banquet will he held at 7:00 p.m., 
followed by entertainment and dancing 
later in the evening. 


The DETROIT BRANCH of the AMER- 
ICAN ELECTROPLATERS’ SOCIETY 
will hold its Annual Educational Session 
and Dinner-Dance on December 3, 1949, 
at the Hotel Statler, Detroit. Arthur W. 
Logozzo, national president of the A.E.S., 
is chairman of the meeting; and William 
M. Phillips, head of the Department of 
Chemistry, General Motors Research Di- 
vision, is in charge of the educational 
program. 

The educational session, starting at 
2 p.m. will include a paper on ‘“‘Instru- 
mentation” by William M. Phillips and F. 
L. Clifton, General Motors Research Divi- 
sion. Also, a representative of the U. S. 
Armed Forces will discuss the platers’ 
part in the National Defense Program. 

The dinner is scheduled for 7 p.m., and 
entertainment and dancing will conclude 
the meeting. 


iO om i a mm 


A feature of the recent 96TH MEETING 
of THE ELECTROCHEMICAL SOCI- 
ETY was a special luncheon held by the 
Electrodeposition Division Saturday, Oct- 
ober 15, in honor of Professor Frank C. 
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Fig. 2 — A close-up 
view of the speakers’ 
table at the Electro- 
deposition Division 
luncheon,- showing 
(left to right) Dr. 
Henry B. Linford, sec- 
retary of the Society; 
Dr. R. A. Schaefer, 
chairman, Electrode- 
position Symposium; 
Dr. Frank C. Mathers, 
guest of honor; Dr. 
Allen G. Gray, editor- 
in-chief, ‘‘Modern 
Electroplating,’”’ and 
contributing editor, 
PRODUCTS Pinisnine. 


Mathers, Indiana University, one of the 
pioneers in the field of electroplating and 
a former president of the Society. At the 
luncheon Dr. Allen G. Gray, editor-in- 
chief of the second edition of the book 
‘‘Modern Electroplating’ being prepared 
by the Electrochemical Society, spoke 
briefly concerning the forthcoming edi- 
tion and introduced his associates on the 
Editorial Advisory Board and the authors 
who have written the various chapters 
in the book. 

Dr. Mathers, the principal speaker at 
the luncheon, reviewed the value of the 


* 


* 
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Electrochemical Society and then dis- 
cussed, from his wealth of experience in 
investigating various plating baths, 
certain examples of the effects of 
small quantities or traces of impurities in 
certain plating baths. In connection with 
his investigations, a number of unanswer- 
ed questions have arisen, and Dr. Mathers 
mentioned a few of these and discussed 
several theories in connection with each. 
He concluded his talk with a word of ad- 
vice to electrochemists, which can be 
summarized briefly in the phrase, ‘‘think 
and try.”’ 


Fig. 1—A general view of the luncheon group assembled in honor of Dr. Mathers, showing the 
speakers’ table in the background 
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Contour and Flat Polishing 
and Glazing Machine 


Central Machine Works, 72 Commercial 
St., Worcester, Mass., has announced its 
Model 5, 18-inch stroke, hydraulic and 
semi-automatic glazing and polishing 
machine for contour and flat work, such 
as silverware, jewelry, hand tools, dec- 
orative hardware, flat irons, blanking 


Mode! 5 Contour and Flat Polishing Machine 
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stock, litho plates, and hub caps. 
The unit is also available in Model MM 
with 36-inch stroke. 





Codur Gloss White Baking 
Enamel KY-821 


A new white baking enamel meeting 
most requirements has been developed by 
Maas & Waldstein Co., Newark 4, N. J., 
manufacturer of lacquers and synthetic 
enamels. 

Especially formulated to meet the 
needs of manufacturers of fluorescent fix- 
tures, metal venetian blinds, kitchen cab- 
inets, hospital furniture, household appli- 
ances, and many other types of products 
finished with white baking enamels, this 
synthetic enamel known as Codur Gloss 
White Baking Enamel KY-821 is said to 
offer numerous advantages over ordinary 
white synthetic enamels. 

Among its many features this new syn- 
thetic enamel combines unusually good 
mileage with excellent hiding properties, 
and exhibits unusually good shock re- 
sistance and improved flexibility, the 
manufacturer states. 


Roto-Wash Spray Booth 


A new paint spray booth designed to 
provide suction of paint-laden air at both 
the top and bottom of the water curtain 
has been announced by the Newcomb- 
Detroit Co., 5741 Russell, Detroit 11, Mich. 
The new booth, called the Roto-Wash 
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Roto-Wash Spray Booth 


Spray Booth, also features pre- 
assembled construction and is 
said to require a minimum 
amount of maintenance. 

Advantages claimed for 
the Roto-Wash Spray Booth in- 
clude a more even flow of air 
across the face of the booth, re- 
sulting from the fact that paint- 
laden air is drawn both over and 
under the water curtain simul- 
taneously; entrapment of the 
maximum amount of paint over- 
spray in the spraying area; pre- 
wash of the air before it enters 
the washing section of the 
booth. 

The entire washing action is 
created by suction from the ex- 
haust fan. The air passing over 
the water curtain is pre-washed 
as it passes down the rear of 
the water curtain. Air passing 
under the water curtain is 
washed as it goes through the 
water cascading from the cur- 
tain into the tank. At this point the 
two streams of water and air join and 
are carried into the scrubbing Roto-Wash 
torrent. Metal baffles reverse the direc- 
tion of the spray-charged air stream 
twice to ensure a thorough scrubbing 
action and maximum precipitation of 
paint particles in the water. The paint 
overspray thus removed settles as sludge 
in the tank below. 

As the air leaves the Roto-Wash, its 
velocity decreases sharply to bring about 
separation of the air and water. Remain- 
ing droplets of water are then removed 
as the air passes the moisture separator 
before entering the exhaust fan clean and 
free of paint and water. 





Wrinkle Vehicles 


Manufacturers of industrial finishes 
will be able to produce uniform, high 
grade, and dependable Wrinkle finishes 
through the use of basic vehicles to be 
manufactured soon by New Wrinkle, Inc., 
1171 Springfield St., Dayton 3, Ohio. No 
cooking will be necessary; the manu- 
facturer will only need to add driers and 
pigments, then package the ready-to-use 
product. 

Three types of two standard vehicles 
will be made, all of which will be adapt- 
ble to texture modification. “he WV-101 
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S material is based on a short oil oleo- 
resinous varnish, which type has long 
been a standard in the industrial finish 
field because of its dependability in pro- 
ducing a Wrinkle of uniform design and 
texture. 

Type WV-201 L is a similar vehicle with 
increased oil length to improve flexibility, 
when desired in the end product, with re- 
gard to pigmentation and baking sched- 
ules. This material will give a harder 
baking product in a somewhat shorter 
time than the WV-101 S formulation. 

Type WV-301 A is an alkyd type which 
is recommended for formulations where 
alkyd resins are specified and where 
shorter baking conditions are required. 
WV-301 A is said to possess satisfactory 
miscibility with oils and varnishes. 


Morse Vertical *‘Rock-A-Drum” 
Truck 


Easily and safely positioning and mov- 
ing heavy drum loads of paints, lacquers, 
chemicals, emulsions, and all types of 
liquids and semi-liquids into the most 
convenient places for side dispensing of 
contents into smaller containers can be 
accomplished with the Morse Vertical 
“Rock-A-Drum” Truck, manufactured 
by the Morse Manufacturing Co., Inc., 
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Rock-A-Drum Truck being used to position drum 
tor moving or use 


124 Dickerson St., Syracuse 2, New York. 
Raising the heaviest drum load 15 
inches above the floor for dispensing con- 
tents from the side opening can be done 
easily in a few minutes by one man. Only 
three simple operations are re- 
quired: lock, rock, and turn 
over. One chime of the drum is 
engaged with a safety catch on 
the nosepiece of the truck, and 
the other chime is then securely 
locked to the truck platform by 
means of a turn screw. The op- 
erator then simply rocks the 
drum and truck as one unit to 
reverse vertical position where 
it is ready to roll on 3-inch 
wheels to any location for dis- 
pensing the drum contents. 
Where mass production spray 
or dip painting or lacquering is 
employed or where a supply of 
any liquid must be continually 
at hand, the Rock-A-Drum 


Bristol Pyrovisor 
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Truck is a means of having a constant, 
adequate supply of the liquid located on 
the production line at all times. 


Bristol Pyrovisor 


A radiation pyrometer known as the 
Pyrovisor, designed for indicating, re- 
cording, or controlling temperatures up to 
4000 deg. F. in furnaces and kilns, has 
been developed by The Bristol Co., 108 
Bristol Rd., Waterbury 91, Connecticut. 

The Pyrovisor Radiation Unit, which is 
the temperature-sensitive head, is mount- 
ed on the outside of the furnace or kiln, 
away from the hot zone, and picks up 
radiant energy emitted from the surface 
of the object under measurement. In this 
way, actual surface temperature meas- 
urements of the work are obtained, rather 
than the usual furnace atmosphere tem- 
peratures. Extremely rapid response is 
claimed as the outstanding feature of the 
Pyrovisor Radiation Unit, which is said 
to produce a 99 per cent response to a 
temperature change within one second. 


Chemical-Resisting General 


Maintenance Paint 


A new general maintenance paint with 
chemical resistance that is said to be far 
greater than that of ordinary general 
maintenance paints has recently been 
placed on the market by the Organic 
Coatings Division of United Chromium 
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AP Engineers licked 

this 3-way sending 

problem — finishing 

stainless steel carving 

knives with cocobolo 

wood handles and i 

brass rivets. Jewel Silver 
= Streak cloth belts, grit No. 80, BELTS 
outperformed all other abra- DISKS 
sives on this job. 


Silver Streak belts, insulated to withstand 
terrific grinding heats, will speed up your 
surfacing jobs. If you have a sanding prob- 
lem, write Abrasive Products, Inc., 555 Pearl 


St., South Braintree 85, Mass. 


ey 


iS 


Incorporated. The new paint, which is 
known as Ucilon 1701, is based on chlo- 
rinated rubber. 

The chemical resistance of Ucilon 1701 
has been so designed to be of service 
where ordinary oils or oleoresinous paints 
are not or have not proved satisfactory. 
Ucilon 1701 is of real advantage in con- 
tact with acid and alkali fumes, moisture, 
vapors, grease, and oils. For this reason 
Ucilon 1701 is recommended as a coating 
for floors, walls, ceilings, exteriors of 
storage tanks, structural steel, and ex- 
teriors of certain process equipment and 
machinery in industrial atmospheres. 
Field reports on the coating indicate that 
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JEWEL ABRASIVE 
for Every Polishing 
and Finishing Need 


SHEETS 
SPECIAL SHAPES 


Cloth, Paper, Fibre or 
Combination Backing 
WwW 


BUY THROUGH 
YOUR INDUSTRIAL 
DISTRIBUTOR 

















its chemical resistance makes it excep- 
tionally durable. 

Ucilon 1701 is recommended for use on 
metals, wood, brick, and concrete. It can 
be applied over old paint or other sur- 
faces without priming and without sand- 
blasting or other expensive surface treat- 
ments. Loose rust and scale, however, 
should be removed. One or two coats are 
all that is required. Coverage is between 
350 and 500 square feet per gallon, de- 
pending on the smoothness and porosity 
of the surface. 

Complete information on Ucilon 1701, 
which is available in a full range of colors 
suitable for carrying out functional color 
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schemes, may be obtained from United 
Chromium, Incorporated, 51 East 42nd 
Street, New York 17, New York. 


Stonhard Stoncote 


Marketed by the Stonhard Co., 500 
Stonhard Bldg., Dept. PF, 1306 Spring 
Garden St., Philadelphia 23, Pa., Ston- 
hard Stoncote is a flexible protective 
coating for easy application to all main- 
tenance areas or wherever corrosion is a 
special problem—on_ concrete _ floors, 
walls, ceilings, structural steel, tanks, 
pipes, vats, ducts, machinery, and equip- 
ment. It provides a tough, non-oxidizing, 
acid, alkali, oil, and water-resistant film. 

Stoncote may be applied with either a 
brush or a spray and it is said to dry in 
from one-half to one hour under ordinary 
temperatures. It is available in five 
colors, as well as in black, white, trans- 
parent, and aluminum. 


Corrosion Resisting Plug Valve 


Inc., 
Dayton 1, Ohio, a new Type B Corrosion 
Resisting Plug Valve has been designed 


Developed by The Duriron Co., 


for heavy-duty corrosion service. Two 
new basic designs, plus a comprehensive 
range of corrosion resisting alloys, offer 
a complete plug valve service for nearly 
every type of operating and corrosive 
condition in the process industries. 

All Durco Type B Plug Valves have the 
following features: (1) wide range of cor- 
rosion resisting alloy bodies; Durimet 20, 
Chlorimet 2, Chlorimet 3, Durco D-10, 
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Top Lubricated Durco Type B Plug 
Valve 


Pure Nickel, Inconel, Monel, 
and Ni-Resist; (2) hard, hard- 
ened, or hard-faced plugs with 
grooves cut after grinding and 
lapping; (3) Teflon diaphragm 
to provide a completely corro- 
sion resisting self-lubricating 
seal; (4) provision for lubrica- 
tion with bulk or stick lubri- 
cant; (5) proper plug taper, 
grinding and lapping for good 
continuous seating, long life, 
and positive mechanical opera- 
tion in corrosive service. 
The Top Lubricated Durco 
Type B Valve has the lubrica- 
tor in the plug shank. The plugs are hard- 
ened or hard-faced. 

The Bottom Lubricated Durco Type B 
Valve (used where plugs are too hard to 
machine readily) is provided with a lu- 
bricator in the body, below the plug. The 
plug is flexible jointed, the plug proper 
being made of Duriron, Durichlor, or 
other hard corrosion resisting metal, 
while the plug shank is made of Durimet 
20. The shank is permanently assembled 
into the hard alloy plug. This design pre- 
vents the transmission of shock from 
shank to plug and also provides the best 
material of construction for each part of 
the plug assembly. 





Dri-R-Air Tank Drain 


Known as the Dri-R-Air, a tank drain 
which automatically removes water that 
collects in the compressor tank has been 
developed by the Quincy Compressor Co., 
Quincy, Illinois. 

Made of non-corrosive, rustproof brass 


Dri-R-Air Tank Drain 
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with only one moving part and easily in- 
stalled by using a few feet of 44-inch O.D. 
copper tubing plus a standard ‘‘L’’, the 
Dri-R-Air Tank Drain is claimed to com- 
pletely eliminate manual draining on all 
types of air compressors having bleed 
or pressure-type unloaders. In addition, 
it is said to reduce the possibility of 
frozen air lines and slugs of moisture that 
frequently ruin spray painting jobs and 
cause rust on materials being machined. 


Model No. 232 Microscope 


Designed for all types of general indus- 
trial work for use wherever a high quality 
medium power microscope is necessary, 
the Model 232 Microscope has been an- 
nounced by the Clarkstan Corp., 11927 
Pico Blvd., Los Angeles 34, California. 

With a magnification of either 20X or 
40X the Model No. 232 is said to have ex- 
cellent resolving power and light effi- 
ciency. No external illumination is needed 
as the device has its own built-in light 
source. Standard cell and prefocused 
lights provide ample concentrated light 
over the entire field. For quantitative 
measurement and analysis of all types, 
a reticle has been incorporated for di- 





Here’s a new tumb- 
ling barrel unit, 
ruggedly construct- 
ed of well seasoned 
cypress with chan- 
nel iron legs. 


Cylinders may be 
made of maple, steel 
or neoprene lined 
steel. Unit is com- 
plete with drain 
pans and outlets in 
the bottom. 


ECONOMY 


The unit is chain 
driven by a single 
ratio motor, yet each 
cylinder may be op- 
erated individually 
by means of a fric- 
tion clutch. Unit can 
be furnished with 
any number of 
cylinders. 


Write for Further 
Information 
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DANIELS PLATING BARREL & SUPPLY CO. 


MANUFACTURERS & DISTRIBUTORS 
—~Qyp = end Polishing Equipment ond Supplies 
129 Oliver Street, Newark 5, N. J. 
Telephone MArket 3-1762 of MArket 3-619%6 
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Gunk ‘‘Hydro-Seal’’ Cleaning Kit 


rect measurements with divisions of 
0.004 and 9.002 inch for respective powers. 

The eye point of the microscope is over 
1 inch above the eyepiece, thus enabling 
the operator to work when wearing 
glasses and providing corrected vision for 
all examinations. Focusing by means of 
the friction sliding tube is said to be easy 
and positive. 


All-Purpose Iridite 


A new, all-purpose Iridite has been an- 


nounced by Allied Research Products, 
Inc., Baltimore, Md. Named Iridite No. 
8—HueBrite, this newest addition to the 
line of Iridite finishes is another step in 
the manufacturer’s program of develop- 
ing a wide range of Iridites for any cor- 
rosion or painting problem in finishing 
zinc, cadmium, copper, brass, bronze, and 
aluminum. 

Iridite No. 8 is said to be extremely 
flexible from an application standpoint. 
Applied to plated, galvanized or die cast 
parts, it produces an iridescent yellow 
finish in its original reaction, which can 
be varied in color by changing the con- 
centration of the operating solution 
and/or incorporating a bleaching step to 
obtain a clear, bluish, bright finish. The 
concentrate may be operated at water 
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dilutions as high as 1 to 5@, it is claimed. 

The manufacturer states that the new 
finish offers a relatively high coverage 
per gallon, ease of control, and the ability 
to withstand any harmful effects of a 
hot rinse. 

In performance, Iridite No. 8 provides 
good resistance to corrosion and excel- 
lent paint base characteristics. 


Gunk “‘Hydro-Seal”’ Cleaning Kit 


Gunk “Hydro-Seal,’’ an aviation qual- 
ity self-emulsifying and_ self-scouring 
carbon remover, available in large gasket 
cover-sealed 55-gallon high-utility kits, is 
now being offered by the Curran Ord- 
nance Chemical Laboratory, South Canal 
St., Lawrence, Massachusetts. 

Designed especially for large automo- 
bile and truck cylinder head cleaning, the 
kit is claimed to entirely eliminate hand 
scraping of carbon from automobile cyl- 
inder heads, removing insulating deposits 
and thus restoring the original thermal 
efficiency built into the cylinder head by 
the factory. Pistons, carburetors, water 
pumps, and all engine parts are also said 
to be brilliantly cleaned by the process. 


Flex-a-Foam Filter Mask 

The Goggle Parts Co., 1468 W. Ninth 
St., Cleveland 13, Ohio, has announced its 
Flex-a-Foam Filter Mask for protection 
against non-toxic 
nuisance dusts, 
which weighs only 
one ounce and con- 
sists of four inter- 
locking parts. 

The filter fea- 
tures a honeycomb 
construction of 
whipped foam 
latex ventilated 
byhundredsof 
tiny intercon- 
necting cells that 
permit the passage 
of air but keep out 
non-toxic nuisance 
dusts as small as 
1/25000 of an inch. 
Inner and outer 
frames are of Du 
Pont polythene 
plastic so flexible 
they adjust themselves to contours of 
any face yet indestructible in normal 
usage. Headbands are molded of natural 
rubber of a _ non-toxic, non-irritating 
quality. 


Flex-a-Foam Filter 
Mask in position for 
use 
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‘Hot ’N Cold” Glove 


Manufacture of the ‘“‘Hot ’N Cold’’ 
Glove for use where a liquid-tight glove 
with resistance to extremely high and low 

temperatures is re- 
quired has been an- 
nounced by The 
Pioneer Rubber 
Co., 1939 Tiffin Rd., 
Willard, Ohio. 

Of red Neoprene, 
the gloves have 
curved fingers and 
wrist-length gaunt- 
lets, with the in- 
sulating lining 
composed of sev- 
eral layers of wool 
fleece. Tests have 
proved them usable 
at temperatures as 
high as 314 deg. F. 
and as low as 85 
deg. below zero. At 
12 deg. F. no dis- 
comfort was found 
by the testers after 

“Hot ‘'N Cold’’ Glove 2” immersion 
period of 30 
minutes, 


Contractometer 


The Brenner-Senderoff Contractometer, 
product of the Champion Manufacturing 
Co., 509 Fifth Ave., New York, N. Y., isa 
new process-control and research instru- 
ment for the electroplating and organic 
coating industries. It is said to provide 
precise determinations of tensile and com- 
pressive stresses in metallic coatings, 
paints, varnishes, lacquers, enamels, and 
various organic films. 

Advantages claimed for the instrument 
in production control include; (1)) it per- 
mits routine checking of electroplating 
solutions by non-scientific personnel, thus 
helping to eliminate costly rejects and 
production-line interruptions; and (2) it 
aids in maintaining uniformity of prod- 
uct and in preventing premature deteri- 
oration of finish. 

To use, the stainless steel spiral of the 
Contractometer is coated by plating, 
spraying or other means, under standard 
conditions of application. Stress set up by 
the coating causes flexing of the spiral. 
The strain is transmitted to the dial 
pointer, and the dial reading indicates the 
stress of the applied coating. 

Since indications of abnormal stress 
can be obtained before visible imperfec- 
tions occur, correct steps may be taken in 











For Fast, Positive A- C-T-i-O-N 


specify FIDELITY 


STRIPPING COMPOUNDS 


for 
Paints - Varnishes - Lacquers - Synthetics - Vinyls 


PEELABLE COATINGS 


for 
Spray Booths - Coated Surfaces - Plastics - Metal Products 


METAL TREATMENT & CLEANING COMPOUNDS 


Bulletins and Samples on Request 
Consult our technical staff on individual problems 


FIDELITY CHEMICAL PRODUCTS CORP. 
470 Frelinghuysen Ave., Newark 5, N. J. 
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time to avoid rejects and production de- 
lays. Precise determinations of stresses 
in inch-pounds may readily be obtained 
with use of a one-pound calibrating 
weight supplied with the instrument. 


Safety Rinsing Can 


Recommended for industrial plants 
where inflammable liquids are used for 





Safety Rinsing Can 


cleaning parts, a device designated as the 
Safety Rinsing Can has been developed 
by Industrial Products Co., 2735 N. 4th 
St., Philadelphia 33, Pa. The can is manu- 
factured from 16 gauge steel welded 
throughout and protected with a hot dip 
galvanized finish. 

If during cleaning operations the con- 
tents of the rinsing can should catch fire, 
a fusible link in the can cover support 
bracket melts and the can cover closes, 
extinguishing the flame and preventing 
spread of the fire. 





Chemclean No. 133 Di-Phase 
Cleaner 


Chemclean No. 133 Di-Phase Cleaner, 
product of Chemclean Products Corp., 64 
Sixth Ave., New York 13, N. Y., for re- 
moving buffing and drawing compounds, 
oils, greases, and so on, is said to be safe 
to work with, simple to use, and to elimin- 
ate all hand operations. 

The bath is made up with three volumes 
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of water and one volume of Di-Phase No. 
133, which floats on the top. Objects can 
be in either phase, No. 133 or water. The 
parts are allowed to remain 2 to 5 min- 
utes in the solution, removed, and with- 
out rinsing, put through either a mild 
alkali soak cleaner or directly into an 
electrocleaner. The result is claimed to be 
perfect cleaning. 

The cleaner can be used in conjunction 
with a vapor degreaser advantageously if 
desired. It is said that work put through 
the solution without further processing 
will resist rust for some time. 


PRODUCT LITERATURE 


The publications listed in this section may 
be obtained free ae written request on 
company letterhead to the manufacturers 
concerned. Your courtesy in mentioning 
PRODUCTS FINISHING when requesting 
copies of these publications will be sin- 
cerely appreciated by the manufacturer 
and the publisher of this magazine. 














Durco Bulletin 640. The Durco Type D 
high silicon iron top-lubricated plug valve 
is illustrated and described, together with 
a table of dimensions, in Bulletin 640, pre- 
pared by The Duriron Co., Inc., Dayton 
1, Ohio. 


E. F. Houghton & Co., 303 W. Lehigh 
Ave., Philadelphia 33, Pa., has published 
a revised and enlarged six-page folder 
on Houghto-Solv, its fast-acting fuel 
oil additive which thoroughly dissolves 
sludge in the oil storage tanks and the 
entire system. In addition to describing 
the physical composition, functions, and 
results obtained with the product, the 
folder features many photographs, and 
also describes Houghto-Solv ‘‘W’’, an 
additive for emulsifying free water in the 
fuel oil system. 


Engineered Equipment for Heat Treat- 
ing, Pickling. A comprehensive brochure 
giving performance and cost-saving case 
histories of specially designed racks, 
shaker hearths, work boxes, pusher trays, 
carriers and other fabricated alloy fix- 
tures is available from Brown-Hutchin- 
son Iron Works, 1831 Clay St., Detroit 11, 
Michigan, 
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A 20 page builetin No. 610 entitled 
“Elgin Water Conditioning’’ has been is- 
sued by Elgin Softener Corporation, 
Elgin, Illinois. This illustrated bulletin 
gives the water conditioning story—tells 
where it may be used profitably. 

It contains complete up-to-date in- 
formation on the design and application 
of water conditioning equipment cover- 
ing zeolite water softeners, water treat- 
ing chemicals, water conditioning sys- 
tems for boilers and processing, water 
softener modernization, zeolites, water 
filters, taste and odor removers, and aera- 
tors. An improved water softener which 
delivers up to 44 per cent more soft water 
per regeneration and which eliminates 
the loss of zeolite mineral is described 
in detail. 


Contractometer Leaflet. ‘‘The Brenner- 
Senderoff Contractometer for Measuring 
Stress in Electrodeposits’’ is described in 
a leaflet available from the Champion 
Manufacturing Co., 509 Fifth Ave., New 
York, N. Y. Functions of the device in 
process control are described. 


Globe Burr-Rite Senior. A specifications 
sheet descriptive of the Globe Burr-Rite 
Senior, for mass production precision de- 
burring, can be obtained from the Hupp 
Corp., Globe Stamping Div., 1250 W. 76th 
St., Cleveland 2, Ohio. 





GOLD PLATING SOLUTIONS 
in All Colors 
Guaranteed 100% Save Gold Content 


Troy Weight Color Constant 


Tarnish Resistant 
Proven Quality by the Acid Test 


Write or call our experts about your 
plating problems 


Davis-K-Products Co. 


54 West 22nd St., New York 10, N. Y. 


Oregon 5-0094 
$-0095 





“A New All-Star Line-Up of Rust Pre- 
ventives”’ is the title of an eight-page il- 
lustrated booklet which thoroughly de- 
scribes and lists the many uses for each 
of the eleven ‘‘Rust Veto’’ products de- 
veloped by E. F. Houghton & Co., 3038 W. 
Lehigh Ave., Philadelphia 33, Pa. A full 
page chart outlines the physical proper- 
ties of each product and also lists such 
information as thickness and type of film, 
amount of coverage obtained in use, and 
other pertinent data. 


RP Air Filter and Paint Arrestors, de- 
signed for use in connection with various 
types of spray paint installations, are de- 
scribed in a bulletin available from Re- 
search Products Corp., 1015 E. Washing- 
ton Ave., Madison 10, Wis. Photographs 
and drawings in the bulletin show how 
the air filters should be installed in spray 
booths of various kinds and how the 
products function in removing paint par- 
ticles from the air stream. 


‘‘Durco Corrosion-Resisting Alloys and 
Equipment” for the chemical process in- 
dustries is the subject of General Catalog 
M, available from The Duriron Co., Inc, 
Dayton 1, Ohio. Containing 12 pages and 
illustrated throughout, the catalog pro- 
vides descriptions, features, and use char 
acteristics of the alloys and equipment, 


PAINT MIXER 
"MIRACLE 


5 GALLON 
PAINT REJUVENATOR 


All paint restored 

to original consis- 

tency without open- 

ing the can. 

2 minutes per gallon, 

MIRACLE PAINT 

REJUVENATOR CO. 

128 E. 10th St., St. Paul I 











KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 
FRESH SUPPLY AVAILABLE 


4316 Paul St.. Phila., Pa. 
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The Finishing “Touch By J. A. Patterson 























“It’s Blotsky, boss, he says it's the only way he can 
keep his mind on his work!" 
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FOR SALE: Modern Fully 
Equipped Cleveland Plating and 
Polishing Plant. All equipment 
and installation like new. A 
golden opportunity. Best offer 
will take it. Building can be 
leased or bought. Write Box No. 
113, c/o PRODUCTS FINISHING, 


431 Main St., Cincinnati 2, Ohio. 


FOR SALE 


DeVilbiss Automatic Spray Painting Machine; 
includes water-wash spray booth; Fostoria 
Infra-Red Oven; 60 foot conveyor, complete 
with 76 rotating master work holders and 2 
sets of work adapters; motor-driven cam- 
actuated spray machine which can accom- 
modate up to 5 guns, with independent 
adjustable settings for ‘'on"’ and "'off'' of 
each gun. Ideal setup for spraying round 
shaped object, interior and exterior simul- 
taneously if desired. Original cost in 1945— 
$11,700.00. Will sell for $2750.00. The mate to 
this machine can be seen operating in our 
plant at the present time. 


MANUFACTURERS ENAMELING CORP. 
615 State St. Toledo 2, Ohio 








Lacquer Thinner — Vinyl Thinner 


available for immediate delivery. 


AMERICAN CHEMSOL CORP. 


641 Fourth Ave. Coraopolis, Pa. 


FOR QUICK SALE 
One Lot of 1000 New and Used, Felt and 
Cloth Polishing Wheels from 8" to 14" 
Dia., %e" to 2" Wide, with %_" to 1/4" 
Dia. Arbor Hole. 


1-T-E CIRCUIT BREAKER CO. 
19th and Hamilton Sts., Philadelphia 30, Pa. 











FOR SALE: 1 Divine 6 unit type, straight line 
automatic polishing and buffing machine, in- 
cluding 6-7'/. HP units, with conveyor, drive, 
belt, and all motors, starters and applicators, 
220V, 3 phase, 60 cycle, USED. Write Box No. 
112, c/o PRODUCTS FINISHING, 431 Main 
Street, Cincinnati 2, Ohio. 


WE REMOVE 
Baked, Air-dried, Plastic and all other 
finishes from all base metals. 
For quick, efficient and low cost service 
write or call 
Alchem Metal Process Corp. 
614 W. 58th St., N. Y. 19 Circle 7-0238 

















Will BUY your dirty THINNERS and 
SOLVENTS. Send sample or letter 
giving approximate contents and 
solids. Box No. 114, c/o Products 
Finishing, 431 Main Street, Cincin- 
nati 2, Ohio. 





WANTED .. . Manufacturer's agents in cer- 
tain districts to sell McKEON’S “LIQUID 
SULPHUR,’’ McKEON’S “ZINC BRITE,"”’ 
McKEON’S “TIN STRIP,"’ etc. 


SULPHUR PRODUCTS CO., INC. 


Greensburg 6, e Pennsylvania 
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1. Recording Thermometer 

A bulletin available from The Bristol 
Co., Waterbury 81, Conn., describes the 
construction and operation of the Trav- 
eling-Recording Thermometer and points 
out uses for the instrument in production 
shops performing baking operations. 


2. Synpex Enamels 

M & W Technical Data Bulletin No. 106, 
distributed by the Maas & Waldstein Co., 
Newark 4, N. J., describes the physical 
properties of Synpex Enamels together 
with instructions for their application. 


8. Black Finishes 

A “Black Book’’ describing details of 
Zinc Black and other Black-Magic metal 
finishes has been published by the Mit- 
chell-Bradford Chemical Co., Stratford, 
Bridgeport, Connecticut. 


4. Polishing Wheels 

Bulletin W-102 describing its complete 
line of polishing wheels and accessory 
products has been prepared by the Han- 
son-Van Winkle-Munning Co., Matawan, 
New Jersey. 


6. Emulsion Cleaner 

Mul Emulsion Cleaner is described ina 
folder issued by The DuBois Co., Cincin- 
nati 3, Ohio, in which properties and sug- 
gested uses of the product are outlined. 


6. Backstand Belts 

“Facts About Backstand-Belt Grinding 
and Polishing’’ are enumerated in a 
booklet being distributed by Armour & 
Co., Chicago 9, Illinois. 


7. Aluminum Finishes 

A 64-page manual entitled ‘‘Finishes for 
Alcoa Aluminum”’ is available from the 
Aluminum Company of America, Pitts- 
burgh 19, Pennsylvania. 


8. Centrifugal Dryer 

The New Holland Machine Co., New 
Holland, Pa., has published a bulletin 
providing complete specifications of the 
New Holland Kreider Centrifugal Dryer 
and describing typical installations. 
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9. Infra-Red Brochure 

The Fostoria Pressed Steel Corp., Fos- 
toria, Ohio, has published Brochure EV- 
1146 which illustrates and describes the 
use of the Fostoria Evenray System in 
industrial heating applications. 


10. Industrial Wire Cloth and Screens 

K-P Catalog No. 36, issued by Korb- 
Pettit Wire Fabrics and Iron Works, 
Inc., Philadelphia 22, Pa., describes by 
means of illustrations and data tables 
the many types of industrial wire cloth 
and woven wire screens manufactured by 
the company. 
il. Gold Plating 

An instruction booklet describing gold 
coloring solutions for various shades of 
gold is now being issued by Baker & Co., 
Inc., Newark, New Jersey. 
12. Duranite H Folder 

A folder outlining field results and lab- 
oratory tests made on its new organic 
finish, Duranite H, and extending over a 
two-year period is available from the 
Industrial Finishes Dept., Atlas Powder 
Co., Wilmington 99, Delaware. 
138. General Purpose Fans 

‘“‘General Purpose Fans’”’ is the title of 
an eight-page bulletin designated as Bul- 
letin 481 distributed by the New York 
Blower Co., Chicago 16, Illinois. 
14. Flock Color Card 

A color card containing samples of 
flock finishes has been issued by the Ray- 
on Processing Company of Rhode Island, 
Inc., Central Falls, Rhode Island. 


15. Metal Lacquers 

“Is There A Better Metal Finish Than 
The One You Now Use?’’ is a booklet 
issued by The Egyptian Lacquer Mfg. 
Co., Newark, N. J., describing six clear 
lacquers for metal. 
16. Chemifinishes 

General information concerning the 
finishing of metals with Du-Lite materi- 
als is contained in literature prepared by 
The Du-Lite Chemica] Corp., Middle- 
town, Connecticut. 





17. Electric Radiant Heaters 

The Edwin L. Wiegand Co., Pittsburgh 
8, Pa., has available Bulletin CS-603 
which describes the construction of 
Chromalox heaters and lists the uses, 
operating characteristics, and advan- 
tages of the infra-red units. 


18. Temperature Controls 

Self-operated temperature controls for 
plating and finishing applications are de- 
scribed in Catalog No. 650 available from 
the Sarco Co., Inc., New York 1, New 
York. 
19. Deburring and Finishing Equipment 

“Cut Labor Costs 4% or More’’ is the 
title of a bulletin issued by Almco, Divi- 
sion of Queen Stove Works, Inc., Albert 
Lea, Minn., describing the complete line 
of Supersheen deburring and finishing 
barrels, equipment, and supplies. 
20. Striplastic No. 320 

A bulletin describing the properties and 
applications of Striplastic No. 320 is 
available from the Striplastic Co., Cleve- 
land 6, Ohio. 
21. Cleaning Emulsion 

‘*Minit-Kote,’’ a cleaning emulsion for 
preparing metal surfaces for painting, is 
fully described in a four-page two-color 
illustrated folder prepared by Klem 
Chemicals, Inc., Dearborn, Michigan. 
22. Protective Coatings 

‘Ucilon’’ Specialized Industrial Coat- 
ings for the protection of metal, concrete, 
and wood are the subject of a four-page 
folder prepared by United Chromium, 
Inc., New York 17, New York. 
23. Finishing Equipment 

The Despatch Oven Co., Minneapolis 14, 
Minn., has prepared Bulletin C-51 which 
illustrates and describes its complete line 
of gas-oil, electric, and steam finishing 
equipment. 
24. Zinc and Cadmium Dip 

‘“‘Tridite,’’ a quick dip process for im- 


PRODUCTS FINISHING 
431 Main St., Cincinnati 2, Ohio 


proving corrosion resistance or as a paint 
base or final finish on all zinc or cadmium 
surfaces, is described in a four-page fold- 
er published by Allied Research Products, 
Inc., Baltimore 5, Maryland. 
25. Demineralizers 

Filt-R-Stil Demineralizers designed to 
deliver the low cost chemical equivalent 
of distilled water are illustrated and de- 
scribed in a booklet issued by the Ion 
Exchange Products Dept., American 
Cyanamid Co., New York 20, New York. 


26. Plating Barrel 

Facts concerning the construction and 
operation of the new King Hardwood 
Plating Barrel are presented in a folder 
available from King’s Hardwood Plating 
Barrels, Dayton 3, Ohio. 
27. Abrasive Grain 

The Simonds Abrasive Co., Philadel- 
phia 37, Pa., is issuing an illustrated data 
sheet on ‘Borolon’’ Aluminum Oxide 
Abrasive Grain for the polishing trade 
and general industrial uses. 


28. Activated Carbon 

The use of activated carbon for decol- 
orizing, purifying, and deodorizing vari- 
ous liquids and electroplating solutions is 
described in literature available from the 
Darco Corp., New York 17, New York. 


29. Spray Equipment - 

Catalog 86, illustrating and describing 
its line of low pressure spray guns, auto- 
matic spray guns, nozzles and tips, spray 
gun accessories, pressure tanks and con- 
trol heads, portable painting units, sta- 
tionary compressors, and Pneumix air- 
motored agitators, is available from the 
Eclipse Air Brush Co., Newark 7, New 
Jersey. 

30. Boothcote Circular 

A circular describing the use of Booth- 
cote, a spray booth coating, is available 
from the Hygrade Food Products Corp., 
Boothcote Division, Buffalo 6, New York. 
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MICO SILICONE-BASE FINISH SOLVES YOUR 
FINISHING PROBLEM WHEREVER THERE IS 


ORDINARY FILM—Total breakdown at 1000 FF) CO—Film§ntegrity unaffected after 1000 hrs. 


In this dramatic test by @ natignally kmown laboratory the steel 
plate at the left was coated witif ordifary he@t-resisting material, while 
luminum. Both were then 
enlarged sections show, the 
only one hour. But MICO 
was still going strong after 
S amazing durability! MICO 
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WHAT DO You WANT 
DEGREASING SOLVENT 





UTMOST STABILITY 
and EASE of CONTROL ? 


Then you want PERM-A-CLOR—the most highly stabilized 
degreasing solvent. As to Control—simple titration measures serv- 


ice condition. 


TOP ECONOMY @ 


For over-all degreasing economy and complete assurance even 
under most adverse conditions, no other solvent equals PERM-A- 
CLOR. For average use, TRIAD, the competitively priced stabilized 
trichlorethylene solvent, with Detrex service, will save you money. 


HIGH SPEED 2 


PERM-A-CLOR and TRIAD are unsurpassed in speed of 
degreasing. 





THOROUGH CLEANING @~ . 


It's PERM-A-CLOR and TRIAD again—for perfect oil and grease 
removal from all kinds of metal products. 


SAFETY 2 


PERM-A-CLOR and TRIAD are non-flammable, non-explosive 
and truly safe for your equipment, products and personnel. 


Write for complete information on these outstanding degreasing solvents 
and the advantages of Detrex free customer service. 





